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DEALING WITH THE MANUFACTURE, USES AND POTENTIALITIES OF PLASTIC MATERIAI 





that are 


and immensely : 


tough. 


Elbow bath: 
courtesy of 
Thermoplastics Ltd. 
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BACKGROUND TO I.C.I. PLASTICS 











The Search for Knowledge 





I.C.I. research teams 

devote much time to 
evaluating new polymers 
and modifying the properties 
of established materials 

to fit them for new uses. 
This branch of research 
calls for great ingenuity in 
devising special equipment. 
This experimental 

inverted extruder, 

designed by I.C.I. physicists, 
is used for determining 

the flow properties 

of thermoplastics, 

and the information it yields 
can do much to help 

in the solution 


of extrusion problems. 





IMPERIAL CHEMICAL INDUSTRIES LIMITED, LONDON, S.W.1. 


P.499 
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MOULDING NYLON 


Pas their ‘‘Nyloc’”’ self-locking 
nuts, Simmonds Aerocessories 
Limited use nylon _ inserts, 
moulded by Plastic Engineers 
Ltd., Treforest, on a Reed- 
Prentice 10D-8 Injection 
Moulding Machine. 


Catalogue V.1603 describing 
and illustrating this machine is 
available on request. 



















A special injection unit for 
moulding nylon can now be 
supplied for the Edgwick Type 
“HY” Injection Moulding 
Machine. 


We supply a comprehen- 
sive range of machinery 
and equipment for plastic 
moulding and pressure 
die-casting, and specialize 
in the design of dies and 
moulds. Our specialists a 
are at your service. ie a 
REED-PRENTICE 10D-8 INJECTION MOULDING MACHINE 


FULL PARTICULARS SENT ON REQUEST 


ALFRED HERBERT LTD 


SOLE AGENTS FOR PLASTICS MACHINERY IN GREAT BRITAIN, INDIA, PAKISTAN, FRANCE AND ITALY FOR :— 


T. He & J. DANIELS LTD., STROUD, GLOS. 
REED-PRENTICE CORPORATION, WORCESTER, MASS., U.S.A. 


SOLE AGENTS ALSO IN UNITED KINGDOM & EIRE FOR TAVANNES MACHINES CO. S.A., TAVANNES, SWITZERLAND 
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The versatile J.P.I. is the most widely used Plastic Welder 
for the manufacture of all types of protective clothing, 
pean. toys, wallets and other fancy goods from sheet 

.C. The unique design allows one standard unit to do 
the same work as a whole range of special purpose machines. 

















The J.P.3 is a fully automatic Press 
Welder with a platen area of 18” x 14”. RE 
Many intricate shapes can be welded = ee 
in one operation. Unskilled workers 
can produce toys, household gloves, 
bags for packing and other similar 
articles at a rate of 600 per hour with 
this machine. 












* PACKAGING 


* WALLETS AND BAGS 
* RAINCOATS ©, PROTECTIVE 
* FANCY GOODS 


TheJ.P.4 is anew, semi-automatic welder EE: 
> TOYS for the manufacture of rectangular trans- penser a = so 
parent boxes and lids from cellulose a, 


acetate film. An average of 300 medium — 
size boxes an hour can be produced on — ae 


this machine by entirely ———__ 
unskilled labour. Sizes ee 
range from 3” x 12” x 4” PRE SS ea 


to 46" x 12" x 5”, 

















CONSULT 


Redifon 


INDUSTRIAL ELECTRONICS '~ DIVISION 









REDIFON LIMITED, BROOMHILL ROAD, LONDON : PHONE: VANdyke 7281 
CABLES: REDIFON, LONDON TELEGRAMS: REDIFON, PUT, LONDON 
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High Frequency heating is recognised throughout the 
Plastics moulding industry as a most effective way of 
increasing productivity. 


Now the G.E.C. 2 kW Plastic Pre-heater, with its 
robust construction and single valve oscillatory cir- 
cuit sets a new low standard in maintenance costs. 





Leaflet PH1130 explains fully the many features 
of this recent addition to the range of G.E.C. High 
Frequency generators. 








THE GENERAL ELECTRIC CO. LTD., MAGNET HOUSE, KINGSWAY, LONDON, W.C.2 
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H.P.M. «pre-piasticising” 
reduces cycle time and triples 
capacity of conventional 


Injection Moulding Machines 







STUFFER CYLINDER 





STUFFER 






Here’s what H.P.M. pre-plasticising means to you: (1) 


(JECTION VALVE VALVE CYLINDER 


Shot capacity of conventional machines has been tripled, 






CYLINOER 
thus increasing the versatility of machines for both large 


and small parts. (2) Faster plasticising rate ( more than 
twice that of conventional machines) means more parts an 


hour. (3) Lower injection pressures permit lighter weight 





parts, fewer strains, easier part removal from mould. (4) 
Lower moulding temperatures (below burning point) 
reduce possibility of discolouration or scrap. 

All these advantages are incorporated in H.P.M.’s new line 


of ‘* Pre-plasticising '’ moulding machines. 


er 


H.P.M. PRE-PLASTICISING MACHINES 
Model No. 250-P-20 350 -P-32 
20 32 
200 200 
250 350 
20” x 324” 
32” 
20” 








1000 - P - 200 
200 
400 
1000 












*Injection Capacity (ozs.) 


*Plasticising (Ibs./hr.) 




















Clamp (tons) 






Mould space 












al 
18” 


Daylight 60” 











Clamp Travel 


*Polystyreneé (Plasticising rate based upon continuous “‘stuffing’’ of feed plunger) 


WICKMAN of COVENTRY 


LONDON °*+ BRISTOL + BIRMINGHAM + MANCHESTER 
LEEDS GLASGOW : NEWCASTLE : BELFAST 








261F45 























AUGUST, 1952 PLASTICS ; 5 









if it can 





and in the RIGHT material 


| (1) THE PLASTOMATIC SERVICE is at your disposal, 








OPTICALLY CORRECT LENSES and will mould and deliver at the stipulated times 
any quantities of an article already designed and 
PHOTOGRAPHIC APPLIANCES tooled. , 
PROJECTORS 
ELECTRICAL COMPONENTS (2) The Plastomatic Service can undertake the design and 


tooling which will conform to the mechanical principles 


ENGINEERING COMPONENTS that ensure the very finest results in plastics. 


CAR ACCESSORIES 


FANCY GOODS (3) The Plastomatic Service guarantees that the right 
TAP AND VALVE WASHERS material will be used. 
GAMES, TOYS, ETC. (4) The Plastomatic Service means exclusivity during the 





period of contract. 





LET US QUOTE YOU FOR YOUR JOB 


PLAST(€&) MATIC 


Registered Trade Mark 
641,685 


MOULDERS OF PLASTIC MATERIALS TO THE TRADE 


Members of The British Plastics Federation and on the official list of Contractors to H.M. Government. 


17, WINCHESTER ROAD, HAMPSTEAD, LONDON, N.W.3 Telephone : PRIMROSE 4463 











PL/1 
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ge el IN PLASTICS BY COMPRESSION 
TRANSFER AND INJECTION TO YOUR REQUIREMENTS 


INSULATING HANDLES, BUSHES, CONTROL , bt AND 
TERMINALS FROM STOCK MOULDS. 


ica Broan ™ 


INJECTION MOULDINGS IN THERMOPLASTICS 
RESIN BONDED PAPER TUBES, BOBBINS & FORMERS 


MAGHININGS & STAMPINGS 
MIGA INSULATIONS. 


CRYSTALATE LTD. 


ASSOCIATING 


MICA PRODUCTS LTD. 


CRYSTALATE HOUSE 

TONBRIDGE, KENT. 

PHONES TONBRIDGE 2261/5 (25 LINES) 
BUSINESS ESTABLISHED 1899. 
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The fine, clean appearance 
and strikingly original design 
of this ‘‘Rolinx’”’ paint box were 
made possible by ‘‘Distrene 200”— 
chosen because it is dimension- 
ally stable, resistant to water 
and extra tough; because it permits 
ease of assembly and cementing; 
because it is non-bleeding 
and hygienic. “Distrene 200”’ is 
readily moulded in any type 
of injection machine, 
whatever its capacity. 


PLASTICS 


BRP )BRITISH RESIN PRODUCTS LIMITED sates & Technical Service: 21 St. James's Square, London, S.W.t. Tel: WHItehall 8021-7 


“ DISTRENE" IS A REGD. TRADE MARK 
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Designers Diary N’6 





In this series the B.I.P. Product Design Unit 
seeks to illustrate how technical require- 
ments can be met to produce pleasing, 
readily mouldable articles in plastics. 
Reprints of these announcements 

will be gladly supplied on request. 


NAY istance Piece 


ScALE MECHANISM MOUNTING 
N ph PANEL (METAL) 


~GENERAL ASSEMBLY DIAGRAM~ 


The Product. This design represents an attempt to provide for the housewife a more serviceable, better- 
looking scale than the usual spring-balance type; it is hygienic, easy to clean and has no surface coating 
to cause rust by chipping. This scale also provides manufacturers beset by metal shortages with a satis- 
factory alternative method of manufacture from materials in free supply. It is designed for easy assembly. 


The Design. The plastic components number three — the scoop and upper and lower portions of the 
main housing. The shape of the scoop is unusual and the corners are designed for easy pouring. Note 
the simple fixing of upper and lower housing parts, the fixing bolts of which also position the metal base 
plate carrying the scale mechanism. The mounting on the base plate of the complete mechanism simpli- 
fies assembly; no working parts are directly affixed to the mouldings. Any expansion or contraction of 
the moulding is thus allowed for and no distortion of the mechanism can occur. Final refinements of the 
lower housing are the moulded ribs to provide a firm grip and the cut-away parts, forming the feet, which 
enable the scale to be lifted easily. 

The beam has a split weight, the black portion for measuring ounces up to | Ib. in beam calibrations of 
quarter ounces; whilst the complete weight, black and white together, registers up to 10 Ib. to the 
nearest quarter pound. 

All the moulded components can be produced by straightforward up-and-down compression moulding. 
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The Material. Beetle Melamine material is recommended for the scoop, being chosen for its surface hard- 
ness and scratch resistance; its resistance to oils, fats and water, particularly hot water. 

For the housing, these additional properties are not necessary. Therefore, less expensive Beetle urea 
material for the upper, and Scarab urea material for the lower housings are recommended to provide 
pleasing contrasts in texture as well as in colour. 





The B.I.P. Technical Advisory Service is always ready to help moulders in any problem which may arise regarding product 
design, mould design, materials and moulding techniques. This consultative service is freely offered, without obligation, 
and applies to moulding in thermoplastic as well as thermosetting materials. 


BRITISH INDUSTRIAL PLASTICS LIMITED ((:} Ls) | ARGYLL ST., LONDON, W.I 


‘BEETLE’ and ‘SCARAB’ are trade marks registered in Great Britain and in .most countries of the world 








TE! SANIT. | 





AUGUST, 1952 PLASTICS il 








This machine is a development of the ’ P R { i 4 A 


famous “‘ ISOMA” Moulding Machine, 
and incorporates the following special 


features :— Hydraulic 


@ Hydraulically - operated injection plunger 
and toggle mechanism control speed and pressure. 


@ Automatic weight regulator ensures exactly A u t o m a t i C i n j a GC t i 0 i 


uniform quantity of compound for every shot. 


@ External and internal heating of heating 


cylinder, automatically regulated. M 0 U { d ; n g M a C h i | e 


@ Push-button controlled single-shot semi - 
automatic or fully automatic operation. 


@ No pressure chamber required. 
" ‘ for thermo- plastic compounds 


Sole British Agents: 


Full particulars and technical data on request 


py Aids MACHINE TOOL CO. LTD 


TERMINAL HOUSE - VICTORIA - LONDON - S.W.I 
Telephone: SLOANE 2272 (3 lines) 


Telegrams: ‘‘SYTOOL,-SOWEST, LONDON” 














PLASTICS 





The presence of metallic 
foreign bodies in the plas- 
tic mix can cause havoc 
if they enter the calender. 
Such havoc can be avoided, 
however, by installing the 
‘CINTEL’ METAL DE- 
TECTOR, an instrument 
that will detect any metal, 
ferrous or non-ferrous and 
give ample warning of its 
presence, 

Full details are available, so 


why not write for them today ? 


Then let this do the looking for you — 
The New ‘CINTEL’ Industrial Electronic 





CINEMA-TELEVISION LIMITED 


A Company within the J. Arthur Rank Organisation 


WORSLEY BRIDGE ROAD -° LONDON .- 






F. C. Robinson & Partners Ltd., 
287 Deansgate, Manchester, 3 





SALES AND SERVICING AGENTS 
H.. Hawnt & Co., Ltd, 
59 Moor St., Birmingham, 4 


Telephone: HITher Green 4600 


S E 26 


Atkins, Robertson & Whiteford Ltd., 
100 Torrisdale Street, Glasgow, S.2 
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...to play the “SELCOL HURDY GURDY”’ 
and it needs no skill or experience and 
very little effort to produce a tune. 


You can’t make moulds however, by just 
turning a handle, it demands a vast amount 
of skill and experience plus some quite elab- 
orate plant. Even then, if you want to 
make really good tools, you’ve got to add 
areal interest in a customer’s project and 
I’m sure it is just this combination which 
has enabled us to tool successfully so many 
of the ‘‘tricky”’ mouldings you see around. 





Fifteen different plastic mouldings 
are used in this attractive and tuneful 
toy, moulded by Thames Valley 
Moulders, Ltd., for Selcol Products, 
Ltd., on Peco 8-oz. injection 
machines. 


It has a realistic tone and a 
repertoire of tunes is provided 
by means of the rapidly changed 
paper disc records. 
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Vis problems never left hum... 





L32R 


What you can leave to Lorival: the estimation, design and production of plastic mouldings, including 
injection mouldings, ebonite and composition materials. The extrusion of ebonite, pliable and rigid plastic 


ive LEFT IT tubes, rods and sections, calendered sheet in plain or embossed finishes — 


VAL! ' : 
aan and any plastic problem that’s bothering you! 


._ 


/ , » | 

FLORIVAL PLASTICS 
(Y LORIVAL PLASTICS 
UNITED EBONITE & LORIVAL LTD - LITTLE LEVER -. NR. BOLTON: + LANCS. 
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for Transfer Moulding. 


In sizes up to 240 tons capacity 


OR operation from an accumulator 
supply or from a self-contained floor 
mounted pump unit. 
Can be controlled manually or by an 
automatic control unit (as illustrated). 
Complete control of the transfer moulding 
cycle when fitted with the automatic 
control unit. , 
Automatic operation of the transfer ram 
when closing ram has reached a fore-set 
pressure. 
Transfer and closing rams operated by 
one only simple two-spindle control valve 
when manually operated. 
Semi-automatic ejection, either top or 
bottom. 
Provision made for tool-setting. 
May be used as a compression moulding 
press with independently controlled ejector 
or with semi-automatic ejection. 





No. 324T—70/20 Tons Transfer 
Press with automatic control units. 


Also Manufacturers of: 


HYDRAULIC PUMPS * HYDRAULIC ACCUMULATORS * PELLETING MACHINES * HYDRAULIC VALVES * AUTOMATIC MOULDING-CYCLE CONTROL UNITS 


Bradley? Turton lid 


CALDWALL WORKS RIDDERMINSTER 
TELEGRAMS : ‘‘ WHEELS '’ KIDDERMINSTER TELEPHONE : 2217/8 


Birminghem Office 
114, HAMSTEAD ROAD, HANDSWORTH, BIRMINGHAM, 20. TELEPHONE: NORTHERN 2519 


THE LEADING MANUFACTURERS OF COMPRESSION MOULDING EQUIPMENT 
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Shoe | 

Socking High Wet 

Strength 

Papers F Papers 

for 

Plastics i Waxed 
Carton 
Papers 


Abrasive 
Base 


a ied Oe a) 
LONDON 


papers for indus 


existing ones for xia fe ve CH 


_ There are nop 
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THERMOPLASTICS 
LTD. roam 
WILLOUGHBY ROAD 


HARPENDEN - HERTS wyj|| meet q/|/ your needs 


Tel. HARPENDEN 300 


MELWOOD Extruded Plastics 
og tA ‘ 


PT }3)>7/0 1b 
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cleaning-up 
needed 
after me! 


No dust, no soot, no ash, no smoke— 
that’s Mr. Therm’s beautifully clean fuel record. 
These may be negative advantages, 
but what advantages they are! 
Add to them: 
no storage space needed 


for fuel... 
and then flexibility, 
ease of control, 
all Wa rapid heating from cold and 
Wea yy high efficiency .. . 


y) pr and the reason for Mr. Therm’s success 
LY, , . . . 

Mit iy in every kind of job needing heat 
WY becomes crystal clear. 


y 


Mr. THERM HELPS IN PLASTICS MANUFACTURE 








He makes himself very useful in platen heating, 


Mr. Therm burn S to serve you heating mixing machines and moulds, pre-heating 


powders before moulding and the curing of vulcan- 


THE GAS COUNCIL - I GROSVENOR PLACE - LONDON - SWI ised products. 
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n Moulding Machines are con- 
e great factory after another? 
turn out the goods, precisely 
n flow. Here, as one notable 
assive battery of PECO 8 oz. 
rtment of Gillette Industries Ltd. 


PECO Injection Moulding Machines are supplied in 2, 4, 


OW | DS = 8 and |6 oz. capacities. They are self-contained with 


PECO MOULDS. Expert automatic cycle and are hydraulically operated. They 
designers and mould makers are ; ¢ ; sci : 
employed and moulds can be supplied have a high plasticising capacity and rate of injection. 
to samples submitted, including die- 

sinking models if required. An important Mould-locking pressure and platen area enable them to 
side of the Company's work is the hobbing 4 
of cavities for moulds and medallions — i operate at a high rate of production. 
the plant includes a 3,000 ton hobbing 4 
plant. Master hobs to customers’ 
samples made as required, 


Full particulars of the PECO range of injection moulding 


machines and moulds will be sent on request. 


PROJECTILE & ENGIN) 
| COMPANY LID, 


ACRE STREET, BATTERSEA, LONDON, S.W.8 


Telephone: Macaulay 1212: Telegrams: “‘Profectus, Claproad, London”. - Cables : Profectus, London 





D 
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Gusts 


“Do you favour Colloidal Silica, Sir?” 


Indeed you do, whether you realise it or not. This is the chemical synonym for SY TON, the Monsanto 
Registered Trade Mark for a textile spinning aid which increases yarn and cloth strength. 
Supplying chemicals to the textile industry is only one of many ways that Monsanto serves industry. 
Y 


For cxample ... 


MONSANTO’S BASIC MATERIALS 
FOR PLASTICS 


Monsanto—through pioneer research—has made important contributions to the develop: 
ment of those important raw materials for the versatile plastics industry—phenol ani 
cresylic acids. Because Monsanto has made these materials available in bulk, and with 
consistent quality, chemists in the industry have been able to develop many nev 
applications and improve the standards of existing processes. 

Foreseeing the growing demands of the plastics industry, Monsanto began the mani: 
facture of synthetic phenol in 1936. Since then, the synthetic phenol capacity has beer 
further increased from time to time, and the huge output is helping to advance the Britis! 
plastics industry in its successful progress in home and export markets. 

Monsanto maintains a modern road-tanker fleet which ensures first-class service to the 
customer. Monsanto phenol can thus be delivered promptly, in bulk, and every consignment 
reaches you “ freshly distilled.” This is a further guarantee of Monsanto’s consistently 
high quality. 

Monsanto is proud of its leadership in the development of phenol and cresylic acids, ol 
which an ever-widening circle of industry relies. 

The General Chemicals Department of Monsanto Chemicals Limited will be pleased t 
answer any enquiries. 
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Vehicles like these—lined, insulated and fitted with steam coils —ensure 


prompt, efficient delivery of Monsanto phenol to bulk users. 


llonsanto’s basic products for the Plastic Industry include: 


PHENOL 
clop 
vit CRESYLIC ACIDS 
7] Meta-rich Cresylics, A.D.F. Cresylics, H.B. Tar Acids, Xylenols 
an —and many other well-known chemicals and plastics. 
i 


th MONSANTO CHEMICALS LIMITED, 


nent 


sntly Allington House, Allington St., London, S.W.1. 


MONSANTO In association with: Monsanto Chemical Company, St. Louis, U.S.A. 


Si : Monsanto Canada Ltd., Montreal. 
CHEMICALS PLASTICS Monsanto Chemicals (Australia) Ltd., Melbourne. 
Monsanto Chemicals of India Ltd., Bombay. 


3, OF 


Representatives in the world’s principal cities 
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x High-speed Operation 





* Precision Automatic Temperature 
Control over Platens within 0°5% 


* Ram Pressure maintained within 1% 
* Easily adjusted variable pressing speeds 


* Control over breathing lift within °005” 


AUTOMATIC—MEASURING OF POWDER 


AUTOMATIC—WITHDRAWAL OF FEED 
TUBES 


AUTOMATIC—SLOW-DOWN 


AUTOMATIC—PRESSING, BREATHING, q 
CURING : a . e '  & ¥ 





AUTOMATIC—TEMPERATURE AND 
PRESSING TIME CONTROL 





AUTOMATIC—OPENING AND EJECTION 
AUTOMATIC—CHECKING OF MOULDINGS 
AUTOMATIC—CLEANING OF MOULDS 


AUTOMATIC—REINSTITUTION OF CYCLE 





* FULLY SELF-CONTAINED 
%* EASY TO INSTALL 





















Also. Hydraulic Presses for Veneer, Plywood, 
Synthetic Board, Plastic Sheeting, Compression and 
Transfer Moulding, Pelleting, Deep Drawing and 
Special Purposes. 














We also manufacture Steam Raising Plant, Mixing 
Machinery, Chemical Plant, Steel Rolling Mill 
Equipment, Welded Fabrications and Class “ A” 
Pressure Vessels, etc., etc. 


WRITE TO PRESS DIVISION FOR LEAFLET FA 50-P/2 
Overseas Agents in: 


AUSTRALIA + BELGIUM + CANADA 


FOS TKI { : ZVED S A T} 1 0 M age) CHINA + EIRE + FINLAND - INDIA 


NEW ZEALAND ° PALESTINE 


BLACKBURN += LANCS 


PAKISTAN SOUTH AFRICA 
















SYRIA 





URUGUAY ULS.A. 


@ 









linn 





BIRKBYS LTD. LIVERSEDGE YORKSHIRE 
London Offrce:- 79 Baker Street W.l. 
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A COMPREHENSIVE 


SERVICE 
for the plastics industry 


from the DOHM 


group of companies 


SURBITON & DORDON 
Supply Reprocessed Materials. 
PVC, Polyethylene, Polystyrene, CA. 


SURBITON & DORDON 


Reprocessing Thermoplastic The Dohm Group of com- 
Materials. 


Sieving contamination from Thermo- panies, comprising 14 
plastic Scrap. factories is at your service. 


SURBITON, DORDON, SILVERTOWN, 
LEEDS 


Regrinding Plastic Scrap 


ENFIELD 
Metal Plating on all types of | Write, call or telephone for further 
Plastics by the new vacuum process. details to Head Office. 





GRIST PLASTICS 


167 VICTORIA STREET, LONDON, S.W.| 


PHONE : ViCtoria 1414 
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Barrel polishing 
gives better results with lower costs 


when Lacrinoid Polishing Cream, No.10 
is used 


THE PROCESS of barrel polishing consists of rotating a wooden barrel in which 
the articles are polished by the action of small wooden pegs coated with a 
polishing compound. It is a particularly effective and economical method for 
the polishing of small and medium sized components manufactured from 
thermo-setting or thermo-plastic materials. 

The most essential requirements for barrel polishing are that the compound 
should give a complete and tenacious coating to the wooden pegs, and that 
it should not adhere to the “work”. Through the research of Lacrinoid 
Products Limited a polishing compound has been developed which has all 
the essential requirements and also gives great latitude to a process which 
previously required extreme watchfulness. 

This cream has been used by Lacrinoid for over a year in the polishing of 
buttons and other manufactures of the firm and the results have been con- 
sistently satisfactory. In a‘comparatively short time, and with the minimum 
of supervision, the articles have been given a most brilliant and permanent 
lustre which adds greatly to their salés appeal. 

Lacrinoid Polishing Cream No. 10 is now available generally and the firm 
is willing .. give advice on polishing techniques based on experience it has 
gained over more than a quarter of a century. 


SOME APPLICATIONS OF L.P.C.10 
BUTTONS 
BEADS 
ARTIFICIAL TEETH 
PLASTICS TOYS AND ORNAMENTS 
SPECTACLE FRAMES 
HANDLES FOR TOILET & KITCHEN WARE 
OPTICAL INSTRUMENTS 
DOOR AND CABINET HANDLES 


A few examples of plastics products suitable 


for barrel polishing 


LACRINOID POLISHING CREAM No 10 


Apply for this fully descriptive leaflet to: 
LACRINOID PRODUCTS LTD. - GIDEA PARK - ESSEX 
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Cell-box in polystyrene manu- 
factured for, and shown by courtesy 
of, Chloride Batteries Limited. Yet 
another example of our wide experi- 
ence in injection mouldings in all 
thermo-plastic materials for a large 

variety of industries. 


PUNFIELD & BARSTOW 


(Mouldings) Ltd. 


Telephone - - COLINDALE 7160 & 7956 
Telegrams - PUNFIBARS, HYDE, LONDON 


BASIL WORKS, WESTMORELAND ROAD, QUEENSBURY, LONDON, (N.W.9 
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A new Geigy pigmentary colour of 
excellent tinctorial value and 
brightness. Especially _ suit- 

able for P.V.C. and 

rubber in which media 


it is non-migratory and 


displays outstanding §fast- 


ness to heat and light. 


THE GEIGY COMPANY LTD., RHODES, MIDDLETON, MANCHESTER. 
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Electrically-driven drum sander at Thames Plywood Manufacturers Limited, 


A man has only two 


A MAN WHO IS USING BOTH HANDS to feed a machine has none to 
spare for complicated or ill-placed controls. For starting, for emergencies, 
for shut-down at the end of the run, he is best served by simple controls 


which are instantly accessible from his working position. Individual 
electric motors for your machines, with controls in the right place for the 
operator, will speed up your schedules, saving time and labour. With 
less idling time, and no transmission loss you will save power, too, and 
make efficient use of the available electricity supplies. 


Electricity for PRODUCTIVITY 


hands 


WHERE TO GET MORE INFORMATION 
Your Electricity Board will be glad to help you to get 
the utmost value from the available power supply. 
They can advise you on ways to increase production 
by using Electricity to greater advantage — on 
methods which may save time and money, materials, 
and coal, and help to reduce load shedding. Ask your 
Electricity Board for advice: it is at your disposal 
at any time. 


Issued by the British Electrical Development Association 
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STABILISERS 


for Polyvinyl Chloride and 
Vinyl Type Latices 


Dispersed in plasticiser 


Genuine English White Lead Specially prepared and 
Lead Stearate dispersed to give heat and 
Cadmium Stearate light stability to P.V.C. 
Dibasic Lead Phosphite and Vinyl Co-Polymers. 


Dry 
Calcium Stearate: for use in P.V.C. as a combined lubricant|/ 
stabiliser. Frequently mixed with other stabilisers to provide 


maximum lubrication and stabilisation. 


ASSOCIATED LEAD MANUFACTURERS LIMITED 


HOME AND OVERSEAS ENOUIRIES TO: SPECIAL CHEMICALS DIVISION, CRESCENT HOUSF. NEWCASTLE-UPON-TYNE. ENGLAND 
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Usx6e]P 
TRIXYLENYL PHOSPHATE 


T:X-P is a good plasticizer for polyvinyl chloride, cellulose ‘nitrate 


and other polymers. 


It is WATER WHITE, free from odour and has a very low volatility. 
Polyvinyl chloride plasticized with t-x-P has 


excellent flame-resisting qualities. 


ALBRIGHT & WILSON 


LONDON : W:1-: Te/: GROsvenor 1311 - 


Works OLDBURY & WIDNES 
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Tteoling 


ADVISORY 
SERVICE 


Members of 
The British Plastics 
Federation 
Raw Materials Section 


MOULDING MATERIALS 


STERLING policy is to give the close personal attention to customers’ 
individual requirements which is only possible for the smaller manufacturer. There 
Is also a price advantage in dealing with the manufacturer. We believe you will find 


our prices lower in all cases. 
See 


3% STERNITE Phenolic Moulding Powder conorming io 255.771 
FOR COMPRESSION AND TRANSFER MOULDING 


General Purpose Grades: easy flowing, good 
finish and fast curing. 


Special Purpose Grades: including Telephone 
Quality SPF.110—improved strength and very 
good finish. High Resin Content SPF.105/5— 
extra fast curing, very good finish and especially 
suitable for moulding around heavy metal inserts. 


Shock Resisting Grades: SSR.400/1—M.S. type 
—Impact Strength 0°27-0°30 ft. Ib. (M.O.S. 
approved). SSR.410—low bulk and suitable for 
pelleting. Impact Strength 0°20-0°25 ft. Ib. 
SSR.412—M.S. type—Graphic loaded. 


Also Acid Resisting, Water Resisting and Heat 
Resisting grades. 


%* STERNITE Urea Moulding Powder 
Available in black wood-filled grade. 


UES Oe ee BR WORKS: STALYBRIDGE, CHESHIRE 


STERLING HOUSE, HEDDON STREET, LONDON, W.1 


Extort enquiries to: 
STERLING PLASTICS 
LTD. 

Address alongside 


Phone: Grosvenor 5301/5 


Grams: Stermold, Piccy, London 


Cables: Stepla, London 
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HERMES SUPPLY ©: (Lonpon) t 


78, BUCKINGHAM GATE LONDON S.wW.I. 
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Set-up for 
COLOURING 
EXTRUDING 
And 
PELLETISING 
STYRENE 
——" POWDER 


The R.C.65 Extruder with Pelletising Equipment 


COLOUR AND PELLET 
POLYSTYRENE 
IN YOUR OWN WORKS! 


As a result of work carried out by British Resin Products 
Limited and R. H. Windsor Limited, possibilities have been 
opened up for the moulder to take advantage of a new and 
cheaper form of raw material—the unconsolidated material can 
be mixed with dyes and pigments, compounded and made into 
pellets. 

This is done in machines installed in the user’s own plant and 


enables him to produce the usual granular form of material as 
normally supplied. 

By using this method, the moulder can effect considerable reduc- 
tion in cost, by stocking the raw material in its uncoloured, 
unconsolidated form, and 

adding colouring matter as 

and when required. 


The S.H.4 
Fully Automatic 
Injection Moulding 
Machine. 


SALES DIVISIONS 


ROYAL LONDON HOUSE, 16 FINSBURY SQ., LONDON, E.C.2, ENGLAND 
Specialists Telephone MONarch 8722 


MOULDS & DIES Head Office & Works: LEATHERHEAD ROAD, SOUTH CHESSINGTON. SURREY 


Telephone EPSOM 2634/5 Telegrams & Cablegrams: "WINPLAS, SURBITON, SURREY 
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SYNTRON 


gives the feed rate for the job 


feed. They save manpower, are econo 


made in a range of sizes which vary j 





ake ) ASKING FOR MORE. . 


Two years ago a firm 
ordered Syntron feeders for 
their automatic weighing 
machines. Satisfaction is 
proved by repeat orders 
which continue to arrive— 
190 feeders have so far been 
supplied to this one firm. 











keeps things moving 


Marketed for International Combustion Limited by RILEY STOKER COMPANY LIMITED, Nineteen Woburn Place, London, W.C.I. Terminus 2622 
(Mechanical Stokers : Syntron Electric Vibratory Equipment) 





PLASTICS AUGUST, 1952 


(| BAKELITE X.52 








X52, designed to meet the requirements of BS771 
1948, Type G., is the latest general purpose 
moulding powder to be developed by Bakelite 
Limited. For excellent finish, consistency and 
good all-round performance combined with econ- 
omy, X.§2 is well worth trying on your next 
general purpose contract. Samples will be sup- 
plied to moulders on request, and delivery in 
bulk is immediate, as with standard grades of 
BAKELITE Moulding Material. 


Immediate delivery of standard grades 


BAKELITE 


TREFOIL 


MOULDING (8) MATERIALS 


REGD. TRADE MARKS 


BAKELITE LIMITED - 12-18 GROSVENOR GARDENS - LONDON : SWi 
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a modest insulator 


Photograph reproduced through 
the courtesy of Marconi’s 
Wireless Telegraph 

Co., Ltd. 











The illustration shows the BUSH INSULATOR moulded 
from phenolic plastic material at our Walthamstow Works for 
Marconi’s Wireless Telegraph Company Ltd. It is used on many 
transformers and chokes operating at high voltage—in fact, when an 
oil-seal is required it is preferred to the more conventional types. 
When mounted in its place, however, it is invariably unseen; only the 
electrical engineer appreciates its virtues. 

Our two moulding factories, in London and Birmingham, make a 
very large proportion of the plastic mouldings produced for British 
industry. With the knowledge gained from this experience our 
technicians at either centre are pleased to give practical advice about 
the behaviour of moulded plastics in service. 


BRITISH MOULDED PLASTICS LTD 


37 PORTMAN SQUARE «+ LONDON « WI WELbeck 3934 


MOULDED PRODUCTS LTD 
CHESTER ROAD « TYBURN « BIRMINGHAM 24 Erdington 220} 


TWO NATIONAL PLASTICS COMPANIES 





























VOL. XVII. No. 181 


AUGUST, 1952 





EDITORIALS 





Plastics v. Die-castings 


| Byes month we referred in an editorial to the possibility of 
expanding the use of plastics in replacing zinc and other 
die-castings in industry. We now have much pleasure in 
publishing on page 219 a more detailed consideration of the 
problem in its widest sense, and photographs of experimental 
mouldings treated by the new electro-deposition process we 
named, to illustrate the problem in its narrower sense. 

We believe that the article throws a new light on a subject 
that has always been of importance to our industry—but never 
so important as it is to-day, when world economic conditions 
are so radically different from what they were only 13 years 
ago. As an accompaniment to the notes, we recommend 
readers to re-examine, if they possess them, two articles pub- 
lished in this journal on this subject (not, however, on 
electro-plated mouldings)—one by E. E. Halls in May, 1939, 
and the other a critical summary of Mr. Halls’s notes by an 
American engineer in our April, 1940, issue. Mr. Halls’s 
arguments in favour of replacing zinc die-castings were 
generally basically sound then; the American engineer’s 
objective criticisms were also sound then. In 1952 the 
argument for replacing zinc die-castings with mouldings made 
from plastics appears unassailable from the economic point of 
view and very few of the criticisms are now valid. 

On the other hand, we must not let mere figures blind us or 
our industrial customers. It is perfectly true, as the tables 
show, that we can to-day buy plastics at such a price that for 
the same expenditure of money we can produce (considering 
raw-material costs only) between two and six mouldings for 
every single zinc die-casting of the same size. This 
100-500 per cent, saving is attractive and in many cases will 
be overwhelmingly so. But the job in plastics must be 
technically sound—there must be no equivocation about this 
axiom. 


P.V.C. Conveyors for Collieries 


WE have read with exceptional interest the report* published 
last month of the inquiry held to find the causes of the 

fire which occurred at Cresswell Colliery, Derbyshire, on 

September 26, 1950, and resulted in the death of 80 miners. 

Research confirms that (1) the main risk of fire in the type 
of conveyor belting in ordinary use underground in mines lies 
in the cotton-duck foundation of the belt; (2) this risk can be 
reduced by fireproofing the duck; and (3) that plastic, 
polyvinyl chloride, if used instead of rubber for the facing of 
the belt, greatly reduces the risk of fire from the duck. 

It is satisfactory to note that the joint aim of the Coal 
Board, the mines and the belting industry is “ the 100 per cent. 
use of p.v.c. belting in the pits at the earliest possible 
moment.” We can congratulate the belting industry, and 
more especially the manufacturers of p.v.c., on the research 
they have carried out in the past years and on their energy in 
pursuing a course to overcome one of the appalling hazards 
facing underground miners. It is estimated that some 
10,000 tons of p.v.c. alone will be required for the mines. 





* Published by H.M. Stationery Office. Price 2s. 6d. net. 


Synthetic Resins in the Foundry 


WE first saw the application of synthetic resins used for 
binding sand cores in a foundry about the year 1940. 
The main interest then by the workmen on the job lay in the 
fact that the phenolic resins used evolved much less 
abominable smell during burning-out than the linseed-oil 
binders traditionally employed. Basic economic costs were 
probably still on the side of the linseed oil (£40 per ton), but 
the obvious technical advantages of the resin were being 
eagerly examined. This grew greater with time, especially 
since the price of linseed oil soon soared to over £200 per ton. 
To-day the use of synthetic resins is widespread and, as is 
shown on page 231, the technique of their uses has improved 
greatly. It is claimed that core-binding is more technically 
advanced here than in the United States which, appositely 
enough, agrees with the already published fact that the use 
of synthetic glues generally is proportionately greater in this 
country than in the U.S.A. 

The resins used in core-binding are the urea-formaldehyde 
and the phenol-formaldehyde type, the main difference being 
the breakdown temperatures; u.f. resins, 220-270 degrees C., 
and p.f. resins, 450-500 degrees C. (the cores are caused to 
collapse by heating after the metal casting has been per- 
formed). This means that u.f. resins are especially useful 
for non-ferrous castings and p.f. resins are especially suitable 
for ferrous castings. 

The introduction of dielectric heating has greatly improved 
the drying of sand cores, making possible their hardening 
within a few minutes. The polyester resins have also entered 
the field for the manufacture of core carriers supporting the 
cores during the drying process. Their essential properties of 
main importance are to prevent energy loss (metals are thus 
unsatisfactory), dimensional stability, robustness, good surface 
and detail. Carriers based on _ polyester/sand/glass fibre 
formulation have proved very successful. 

The sand-shell moulding process, of which we have heard 
at rare intervals during the past 20 years, has now appeared 
to have interested the whole world of casting. It is essentially 
a method by which thin sand moulds may be rapidly 
produced. The process involves the use of a dry sand/resin 
mixture; the resin is a powder p.f. resin which is allowed to 
fall on a heated metal pattern surface, where it softens to a 
thin shell. On hardening, the shell may be lifted from the 
pattern. The thin sand shell reproduces fine definition from 
the pattern surface, and this fine definition is readily imparted 
to the metal casting, which may be of thin section. 


Melamine Resins 


WE have always been enamoured of melamine resins ever 

since we first saw mouldings of them displayed at the 
1938 Leipzig Fair. For reasons good enough, little, other 
than behind the scenes, was done about their manufacture in 
this country until after the war. Then British Industrial 
Plastics, Ltd., began a modest manufacture and their superior 
technical properties, coupled with exceptional beauty of 
surface obtained by moulding, soon resulted in some outstand- 
ing productions, notably in the field of household ware. 
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The 1948 B.I.F. was the first, we believe, at which they were 
seen, and of the exhibits, that of British Artid Plastics, Ltd., 
was significant in that the whole of their stand consisted of 
melamine tableware only—and a brave show they made. It 
was also about that year or 1949 that Insulators, Ltd., began 
moulding the deservedly popular “ Doidy” cup for Martin 
Russell, Ltd., and Runcolite, Ltd., produced their excellent 
decorated trays. 

Last year, however, there was great disappointment and 
frustration following the announcement of a shortage of 
melamine, the basic chemical from which the melamine- 
formaldehyde resins are made. This not only curtailed 
existing production, but also prevented many proposed 
mouldings being carried out. However, the pot has been 
kept simmering gently, not only with certain relatively small 
orders for the air-transport services and some publicity work, 
but also relatively big orders for the Ministry of Works, whose 
requirements for plates and other utensils of melamine resin 
for the school meal schemes have been large (this may refer 
to the 3,000,000-unit order by the Ministry of Works which 
we noted last year, and which was carried out by five of the 
big moulding shops). Yet another pleasing production is to be 
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seen this year at Lawley’s, in Regent Street, where extremely 
fine examples of melamine plates, cups and saucers are on 
sale. They have been designed and moulded by J. S. Peress, 
Ltd., who in the old days specialized in “ urea” lampshades. 

Generally speaking, the position during the past few months 
has eased considerably and supplies are now somewhat more 
available. We sincerely hope that this is due to the fruition 
of the proposed manufacture of melamine base by the British 
Oxygen Co., Ltd., announced in this journal last year. 

In any event, it is clear that melamine resins will, in the 
near future, take a rightful place as one of our bulk manu- 
factures. While we shall not read too much into his 
words in this respect, Mr. C. H. Glassey, managing director 
of British Industrial Plastics, Ltd., in the current issue of 
Beetle Bulletin, certainly looks forward to the time when 
ample supplies will be available, for in a foreword in the 
Bulletin he stresses the special need, when dealing with 
melamine resins, for giving full consideration to the three 
related matters: product design, mould design and controlled 
moulding conditions. Melamine moulding powders will 
enhance the prestige of the industry, there is no doubt, and 
the objective must be moulding “ up to quality.” 


MOULDING POWDER AND SHOT 


I have returned from holiday to hear from Mr. Collins, 
manager of the technical department of Micanite and 
Insulators, Ltd., that my friend E. Leslie Potter is dead. I 
say my friend, but he was everybody’s friend—the 
embodiment of quiet kindliness and patience. In 
his capacity of chief chemist to Micanite and 
Insulators, Ltd., and British Tego Gluefilm, Ltd., 
he showed me, several years ago, over the companies’ various 
works, which include the only aniline-formaldehyde resin 
factory in the country; he took so much care to explain the 
theory and practice of what was being done that my notes 
on it were abstracted in most technical journals throughout 
the world. He will be greatly missed by Mr. Collins and his 
other colleagues, and by me, for I continually sought his 
help on technical subjects. I know he would not mind 
this note being put in “ Moulding Powder and Shot ”—he 
enjoyed much of it. 


Leslie 
Potter 


ae * * 

An inquirer has written asking the possibilities of making 
Christmas crackers of plastics. With the sun pouring in my 
window this summer’s day at about 90 degrees, and the 

tripping of lovely ladies outside my window on 
their way to the ever-open Windmill Theatre, it 
is difficult to concentrate on things suitable for 
ice-crystals on the window, roast turkey and 
roaring fires. The reader probably knows that coloured 
cellulose acetate or other sheet is or can be used in part or 
whole instead of paper and that the tiny trinkets found within 
can be made of mouldings. As a real “novelty” he might 
be interested in resuscitating a Christmas gift idea I saw 
some 15 years ago and which I want to see again. It was 
a cracker-jack of an idea, although certainly not a cracker 
since it did not crack. The picture herewith is of an injection 


moulded acetate one, some 4 inches long, moulded for the 
“June” perfume organization and sold containing a small 
perfume bottle. It was moulded by my old friend Andrew 
Fraser (he made the machine and mould himself), and, indeed, 
it was on this job that I first cut my plastics eye-teeth. I 
still have the sample shown. Surely this job could be reborn 
for the perfume trade and the jewellers? It could be made 
much larger if necessary, to hold diamond watches and pearl 
necklaces and the similar trinkets that one usually gives at 
Christmas to one’s ever-loving wife, or, indeed, to any other 
ever-loving person. 


* * * 


I feel I must publish this picture of Ashorne Hill, near 
Leamington Spa, which I mentioned two months ago in con- 
nection with the Glass Fibre Convention. The point is that 

so few societies and organizations know that it 
Ashorne can be “taken over” for scientific and perhaps 
Hill other meetings. To me there seem to be few 

better places to hold such meetings. Ashorne Hill 
is a country mansion used during the war by the Iron and 
Steel Corporation and has been enlarged by the addition of 
numerous annexes to house up to 300 persons in rooms fitted 
with all modern amenities, including central heating. There 
are numerous gardens and, of course, the place is in the 
Shakespeare country, so that work can be combined with a 
good deal of pleasure. Docssoppy. 
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PLASTICS 


Plastics versus Zinc Die-casting 


A* improved method of electro-deposition of chromium 
has been developed by Pertectinite, Ltd., of Maidenhead, 
Berks. The process is especially interesting in that the 
deposition of the chromium is accomplished satisfactorily 
directly onto copper without the normal intermediary layer 
of nickel; the copper layer can be produced “ economically ” 
in thicknesses greater even than 10/1000 inch, a process not 
scientifically new, yet novel in technical application. 
Pertectinite, Ltd., began operations in this field some four or 
five years ago as a purely technical and economic problem; 
the recent imposition of restrictions on the use of nickel now 
throws an additional emphasis on the success achieved. The 
method is obviously applicable to the metallizing of plastics, 
but for a variety of reasons industrial applications only are 
envisaged. 

The subject matter of these notes is clearly affected by the 
foregoing process, but since there are two distinct fields in 
which plastics may replace zinc die-casting and since both 
have much in common, they may be introduced at this 
point:— 

(1) Plastics per se (that is, mouldings without electro- 
plating). These may replace and indeed have replaced zinc 


die-castings successfully during the past 15 years. Here the 
full advantages of the specific properties (lightness, elec- 
trical and mechanical properties, transparency, colour, etc.) 
are employed where they are desirable or essential, and 
success has been achieved in accordance with technical and 
cost analyses. , 

(2) Plastics with electroplating. This form has rarely, if 


(Above) Interior door pull (two 
views) in plastics, chrome-finished. 


(Right) Car badges produced for 
test purposes in plastics, chrome- 
finished. (The plastics “*Commer”’ 
badge weighs 105 grams. Metal 
pressing weighs 135 grams.) 


At thetop of the page on the right, 
is a die-cast ‘“‘symbol” for the 
Humber “ Super Snipe’, weight 
60 grams (note parting line) ; 
opposite is an experimental re- 
production in Pertectinite plated 
plastics, weight 25 grams. 


ever before, become a production medium. Here the chief 
characteristics other than rigidity and mechanical strength 
would not be used, and, indeed, as in the case of electro- 
plated zinc die-castings, plastics are envisaged merely as 
cores, albeit cores that can be moulded to close tolerances 
and of sufficient strength for the job in hand. The problem, 
broadly speaking, resolves itself to one of cost and avail- 
ability of materials in instances where it is clear that the 
public or other markets prefer the appearance of chrome 
plating, and where great hardness of surface is required. 
The motorcar industry is an obvious example of this field. 


At this point, we should like to remind our readers that as 
long ago as May, 1939, our esteemed contributor, Mr. E. E. 
Halls, discussed the aspect of the problem under (1), while 
in April, 1940, also in this journal, a critical analysis was 
made of Mr. Halls’ discussion by a well-known American 
engineer. The latter pointed out that while many die-casting 
jobs had by then been replaced successfully and with 
advantage by plastics, yet the basic cost of zinc and zinc alloys 
was so much lower than plastics that the use of the latter 
would be relegated to those specific instances where the pro- 
perties of plastics warranted the replacement. Such was the 
position in 1939/1940. 

We are, however, in the year 1952. In the intervening years 
the plastics industry has changed greatly—in the variety of 
plastics that have become available and in their improvement 
in strength characteristics. The metal die-casting industry has 
also greatly changed but only, we might say, in one direction: 
in the startling increase in cost. The prices of plastics have 
changed also, but in no such inordinate way; in one case it 
has increased by 40-50 per cent. only, and in another the price 
is actually lower. These changes throw a new light on the 
problem we are discussing, as Table 1 shows. 

We thus see that the great advantage of basic cost possessed 
by zinc die-casting alloys has entirely vanished so far as one 
type of plastic material is concerned. We now introduce the 
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Table 1 





Cost £ per ton Weight in Ib. for £100 





Material 
1952 (May) 1952 





Zinc alloy .. sa =n 160 
Phenolic (wood filled) .. 192 
“Urea” (wood filled) .. 144 
Cellulose acetate + 410 
Polystyrene s sis 410 
Polythene .. : 448 

















(Note : The above figures are close approximations only.) 


importance of relative specific gravities of the castings and 
mouldings so far as they affect the matter: — 
Zinc es 5% . os | 
Phenolics... 3 a ee 1:35 
“ Ureas ” ; 1 
Cellulose acetate i s 1 
Polystyrene ce ” ih 1.04 
Polythene... oe = fet 0.94 
and we may take into consideration examples of mouldings 
in plastics which replace zinc die-castings exactly in size and 
design. Under these conditions the figures for the number of 
metal castings (say, each }-lb. in weight) and the equivalent 
number of mouldings in plastics produced from £100 of 
material, are shown in Table 2. 


3 
4 
3 


Table 2 





Material 1939 





Zinc castings ($ 1b.) .. és 6 s 52,000 
Phenolic mouldings .. " ee 66, 
Urea se ae sia s ” ss 53, 
Cellulose acetate ae ee oe .s 20,000 
Polystyrene ~ op as a. 22,000 
Polythene - i. ss Be i 12,000 











What therefore is considered to be the most important 
criterion in this discussion, prime volume cost, shows the 
great advantage gained by plastics. At the same time there 
are many other factors to be considered; some also favourable 
to plastics, some unfavourable. 

(a) Future drop in prices. 

(b) Geo-economic consideration of raw materials. 
(c) Technical advantages of each material. 

(d) Effect of the new electro-plating process. 

(a) It is almost certain that the price of zinc alloys will 
drop* from what is widely considered to be the grossly false 
price primarily induced by stock-piling. But it will never, 
we suggest, anywhere approach the pre-war price. A revised 
Table 2 in 1955, for example, will under any foreseeable con- 
ditions, still show an advantage well on the side of plastics. 
The price of plastics will not drop spectacularly. 

(b) In this era of growing nationalism, and the attendant 
desire for being self-supporting in all things, including 
technical production, Europe must look with some apprehen- 
sion at the future condition of zinc supplies and price. The 
sources are far distant and few, although supplies at present 
are large. The sources of plastics are existent in any country, 
theoretically at any rate, wherever large quantities of coal and 
petroleum are to be found or can readily be imported. 

(c) It is evident that if plastics are to replace zinc die- 
castings there must not be too great a discrepancy between the 
strength of the two materials. On the other hand, too much 
stress should not be laid on strengths, since a large proportion 
of zinc die-castings are used where they undergo little stress 
or strain; they are, for example, rarely, if ever, used under 
tension. In general they possess higher impact strengths than 
most plastics, but polythene and certain vinyl chloride 
copolymers are almost as strong in this respect. It must also 
be noted that enormous numbers of plastics door-handles and 
the like have been manufactured for years from phenolic and 





* The price of zinc-alloy in July was about £150-£150 per ton. 
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cellulose acetate moulding compounds and cast phenolics, with 
complete satisfaction. For ship furniture, door-handles, coat 
hangers and the like it would seem that die-castings embedded 
in plastics by injection moulding are preferred because of the 
strengths needed in rough weather. The appearance, feel, 
non-corrosive property and warmth of plastics is preferred 
outside. As with most manufactured goods, it is essential 
to satisfy the physical demands for any specific component. 

Generally speaking, we can point to several advantages of 
plastics once these demands are satisfied. Most die-castings 
must be supplied with an electro-plated or a painted surface; 
plastics (other than the cases to be described) do not need 
such treatment, and obviously in many cases, must not. 
Plastics need little finishing after removal from the mould, 
and generally present a better surface than die-castings; both, 
however, can be precision-moulded. On the other hand, the 
die-casting is more dimensionally stable. As for actual 
production differences, casting is more costly in energy 
expenditure than with the low temperature moulded plastics, 
but moulds for plastics are often more expensive than those 
for metal casting. Casting is also somewhat faster than 
moulding in plastics, which, however, has been considerably 
speeded up in recent years. Comparative figures of plant cost 
are not available to the writer. 

The new electro-plating process, itself of economic technical 
and physical advantages over traditional methods, emphasizes 
more than ever before the possibilities of electro-plated plastics. 

It is quite clear that metallic lustre and high surface 
hardness are required in many components and the motorcar 
industry is typical of such a demand, as exemplified by a 
host of units ranging from door-handles, door-pulls and 
escutcheons to name-plates, decorative emblems, figures and 
so on. If saving of weight is of consequence to this industry, 
as it claims, then electro-plated plastics would be a very 
obvious advantage. It is also important to note that plastics 
cores, in view of their inertness, raise no problems from the 
point of view of electrolytic action on the metal deposits. 

It is highly probable that the thick economic electro-plating 
produced by Pertectinite, Ltd., will serve to stabilize dimen- 
sional changes in mouldings of plastics, especially under hot 
climatic conditions—its reflective surface and rapid conduc- 
tion of heat should prove a distinct advantage. It should also 
add strength to the component. 

The experimental work carried out already by this company 
is of practical value, as the examples illustrated show. Of 
special interest are the two mascot flying birds which form 
the heading to this article, one is the conventional die-cast 
type made in two halves, while the other is one of a single 
plastic moulding electro-plated. There is little doubt that the 
second is the more acceptable so far as the unsightly parting 
line of the zinc casting is eliminated; this may be considered 
one of the advantages of the plastics moulding in that com- 
plicated forms are sometimes more readily produced than by 
die-casting. 

While it is generally conceded that moulds for plastics are 
more expensive than those used in die-casting, such a state- 
ment refers only to the conditions of working as they exist at 
present. If we take many of the die-cast components made 
for the motorcar industry it will be seen that one surface only 
is exposed. Obviously while precision moulding may be 
necessary in general, yet on occasion there will be little or no 
necessity for exceptionally fine finishes on surfaces not 
exposed to view. Each job examined critically from. this 
point of view might prove amenable to considerable saving in 
mould costs. 

It is difficult from the foregoing to resist the inference that 
the time is ripe for plastics to enter yet another field of appli- 
cation. From Table 2 it would appear that both phenolics 
and “urea” moulding materials possess the greatest cost 
advantage, especially for electro-plated work. There is now 
also a new field for unplated thermoplastics where special 
properties are essential. 
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Glass Fibre Reinforced Plastics 


General view of some of the exhibits at the Glass Fibre Reinforced Plastics Convention held recently at 
Leamington Spa by Fibreglass Ltd.: showing radomes, air ducting, press tool, drilling jig, projectiles, 
and fan casing. 


(Below) Tub unit for automatic 
washing machine by Apex Elec- 
tric Manufacturing Co., and 
Owens-Corning Fiberglas 
Corporation. 


mm 


Another group of exhibits, showing aircraft tail tip, ducting, propeller hub, 
and radome. 


(Above) Miscellaneous Fibreglass exhibits, including 
corrugated sheeting. 


(Left) At the Convention: Mr. F. G. Bassett (Ashdowns Ltd.) 
Mr. C. Joseph (Ashdowns Ltd.) and Mr. W. V. Warry 
(Fibreglass Ltd.), examining Ashdowns’ corrugated sheeting. 





PLASTICS 


AUGUST, 1952 


Moulding Two-colour ‘Key-tips 
for an Adding Machine 


_ moulding of adding machine key-tips' in two colours 
has recently been achieved by the Plastics Division of 
E. K. Cole, Ltd., on behalf of the National Cash Register Co. 
(Manufacturing), Ltd., Dundee. 

The process is as nearly automatic as possible, and is carried 
out in two operations. First, the outer shells of the keys are 
moulded on one machine, and each shell then acts as the tool 
for the moulding into it of the numeral in another colour, 
using a second machine. The moulding material is cellulose 


(Above) The “ shells’’ of the 
key-tips in the portable 
stripper plate, as seen on the 
first machine immediately after 
moulding. 


(Right) View of the same 
machine after removing the 
portable stripper plate (not 
shown) which still holds the 
moulded “shells.”” Note the 
sprues and runners which are 
stripped automatically. 


acetate-butyrate, and the keys can be produced in large 
quantities at an economical rate. They have the important 
feature that the numeral in the form of a solid core of colour 
remains permanently visible for so long as the key remains 
mechanically sound for useful service life. 

We saw the process in operation at the Ekco works at 
Southend-on-Sea, Essex, where the accompanying photo- 
graphs were taken. Two Windsor S.H. 4 (4-0z.) injection 
machines are employed, each operating with a thermoplastics 
material of a different colour. After moulding the outer 
shells on the first machine, the sprue and runners are auto- 
matically removed and the shells retained on a portable 
stripper plate. This plate is then conveyed to the second 
machine, where the contrasting colour is moulded in to 
produce the numerals. On the completion of this second 


These adding machine key-tips moulded in two colours are 

produced in two operations : the “‘shell’’ of the key-tip in 

one colour provides a matrix for the “core” with its 
numeral in the second colour. 
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The operator of the second machine, having received the portable 
stripper plate with the moulded “ shells,’’ proceeds to mount bolster 


plates prior to the second moulding operation. 


moulding operation the sprue is automatically extracted, and 
after the removal of flash lines the completed keys are given a 
semi-gloss finish by “rumbling” in a rotating drum. 

The tools are designed to produce fourteen keys on one 
sprue but, as seen from one of our photographs, only ten 
cavities are being used, with the other four blocked off. They 
are made to extremely fine limits in order to ensure accurate 
register between the two operations in all seven positions, for 
it is very essential that each outer shell shall fit accurately into 
the tool which is used for the second moulding operation. 
This requirement is satisfied by having a small section of the 
outer form of the shell of the key tips in the portable stripper 
plate. The recess forming this section is heavily undercut 
and, together with two minute dimples, it secures the moulded 
shell radially. This radial location is particularly important, 
as the concavity at the top of each key tip is struck at an 
angle to the vertical axis. 


The moulds used are similar in principle with three-part 
tools, but in this case the stripper plate is portable; in practice, 
four interchangeable plates are required to maintain a 
uniform cycle. The runners are machined in the back of the 
plates and the gates are cut in the inside of the core pins, thus 
permitting an identical moulding process for the second opera- 
tion with the thermoplastic material traversing the same 
paths in both cases. The ejector system strips the portable 
plate whilst the runners are restrained by snatch pins; this 


(Right) Two-colour moulding in 
two stages, operated by two men 
with two machines, is economic 
and practically continuous. The 
portable stripper plate with the 
completed key-tips, as removed 
from the second machine, is passed 
back to the operator of the first 
machine, who strips the mould- 
ings, and proceeds to use the plate 
for another shot on the first 
machine. At the same’time, an 
identical plate with ‘shells’’ 
already moulded on the first 
machine is passed to the second 
machine for injecting the second 
colour. 
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The portable plate with the “‘ shells,” as taken from the 

first machine, is here seen being fitted into the second 

machine ready for the second colour moulding operation. 

The gates and runners, which are clearly seen in the 

photograph, are those which were used when the 
“‘ shells’? were moulded. 


separates the mouldings (which are held secure in the portable 
plate) from the sprues, and further movement of the system 
ejects the runners. 

A previous article published in “ Plastics,” November, 1949, 
page 104, described the process of automatically moulding 
similar key tips in two colours, as practised in the United 
States. Here, also, the shells were moulded first, and in a 
second operation the impressions of the characters or 
numerals were filled in with material of contrasting colour. 
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New Printing Process Aids the Blind 


[Ast month the National Institute for the Blind, like many 

other organizations throughout the world, commemorated 
the death of Louis Braille, the inventor of the system of 
notation now universally adopted for use by. the blind. The 
Braille alphabet comprises different combinations of from one 
to six dots to represent letters, figures, symbols, etc., and 
writing and printing is normally done by embossing manilla 
paper with these dots by the aid of a manual- or power- 
operated machine. 

Hand-operated Braille writers are simple machines operated 
by six levers. The power machines emboss the dots on a 
sheet of zinc, which is folded to make two pages of “ print.” 
From these zinc matrices up to 100 copies can be obtained 
simply by inserting single sheets of paper between the folded 
zinc and pressing in a platen press. Larger editions of 
“ periodicals,” however, are printed on a rotary press turning 
at 4,000 revolutions an hour. The limitations to duplication 
by these means are:— 


(1) The manilla paper used for embossing is expensive, as 
its substance must be such that it retains the dot forma- 
tion under tactual pressure for a reasonable period. 


(2) The zinc used for the matrices is expensive and its 
storage, in order to provide “reprints,” presents a 
problem. 


(3) The power-operated machines must be in_ perfect 
registration, as a misplaced dot will damage or obliterate 
the dot on the reverse side. 

At the exhibition held in London to commemorate Braille’s 
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Figs. 2 and 3.—(Above and right) Photograph and SHA 


drawing show the double-sided printing of 
solid-dot Braille by the new process. 


death a prototype machine was shown which will, when fully 
developed, greatly increase the amount of reading matter 
available to the blind and simultaneously reduce its cost and 
bulk. This is achieved by using thinner paper and printing 
in a plastics “ink ” which produces solid dome-shaped dots 
of regular size and uniform in relief. This printing process 
was developed by Mr. J. Groak, consultant to the National 
Institute for the Blind, with the co-operation of Mr. E. J. 
Pike, technical officer of the Institute, and a number of 
manufacturing companies who co-operated in developing 
different parts of the equipment. 

First stage in preparing to print by the “ solid-dot ” system 
is the cutting of a printing stencil. An embossed Braille 
manuscript is scanned by an electronic machine which senses 
the raised dots and transmits the electro-magnetic impulse to 
a punching machine, causing the correct combination of holes 
to be punched in the stencil. Complete manuscript pages are 
scanned in a reciprocating manner and distances between 
characters can be varied in the punching unit so that smaller 
distances may be used if desirable. The stencil material, as 
used on the prototype machine, is zinc, but eventually it is 
hoped to employ a p.v.c. or copolymer sheet about .010 ins. 
thick; besides being considerably cheaper than metal, the 
plastics sheet should prove to have advantages in ease of 
handling and storage. 

When cut, the stencils are mounted on the printing machine, 
and are curved to form part of a hollow cylinder (Fig. 2). 
On the prototype machine two stencils are mounted on each 
drum, so that by double-sided printing four pages are printed 


Fig. 1.—Braille characters printed by the plastics-dot method. 
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simultaneously. Inside the drums, facing each other, are two 
“ periprinters ” and underneath these there are ink pick-up 
rollers, which revolve in troughs of printing ink (Fig. 3). Ink 
is fed intermittently by hand into the troughs on the proto- 
type, but provisions are made on the production model to feed 
ink continuously through the side of the revolving drum. On 
the upper part of the periprinters are doctor rollers, aided by 
a scraper-blade, which remove surplus ink. 

The periprinter is a roller 32 mm. diameter with a 
resilient covering of rubber having 28 grooves cut across its 
length at an angle of 3 degrees. The angle of the grooves of 
one periprinter crosses the angle of the grooves on the 
opposite periprinter in such a way that there is always positive 
pressure between them, and the printing ink, after being 
doctored from the surface, remains in the grooves. 

The periprinters rotate in the opposite direction to and 
against the concave surfaces of the stencils. The speed of 
rotation for the periprinters and the drums is in the ratio 25: 1. 
It is eventually hoped to run the drums at 4,000-5,000 r.p.h. 
The periprinters are under pressure when printing, and as the 
outer covering is of rubber, slight deformation takes place, 
which exerts a pumping and wiping action, and as a result the 
ink is forced through the stencils on to the paper. The 
printed paper web runs upwards over specially designed 
rollers, which grip the edge of the web and do not allow the 
dots to come in contact with the rollers. 

The printed web of paper is conveyed vertically upwards 
and through an infra-red heating unit running over the length 
of the machine. When the web emerges the plastic dots are 
fully cured and adhere firmly to the paper. Experiments are 
now being made in co-operation with Redifon, Ltd., to 
introduce a high-frequency heating unit, in addition to the 
infra-red oven. This would reduce the total curing time 


required, and therefore a shorter length of infra-red heating 
unit could be employed. High-frequency heating also has the 
advantage that the heat is generated in the material itself, 
whereas radiant heat acting on the surface of the material 


causes the formation of a crust which prevents the escape of 
volatiles generated in the curing process. 

The major technical development in the process was in the 
development of a suitable ink which would print smooth, 
regular dots of even shape and thickness. The ink had to be 
thixotropic to a specific degree. It had to be of sufficient 
viscosity to enable horizontal printing in relief on both sides 
of a vertical plane. The dots had to be fully semi-spherical, 
of even height and not less than .014 in. high. In addition to 
this, although the curing had to be as rapid as possible, no 
deformation was permissible. The adhesion of the printed 
dots to the paper had to be very good indeed. A target was 
set, and reached, in which the bond between the dot and the 
paper was greater than that between the paper fibres. 

Originally it was thought that a hot-melt technique would 


give best results, and experiments were carried out using. 


compounds based on ethyl cellulose, isomerized rubber and 


modified vinyl resins, but difficulties in devising a suitable. 


machine for hot printing were too great. As an alternative, 
cold-setting materials were examined, and after initial experi- 
ments with acid and alkali-catalysed phenolic resin, urea 
formaldehyde was eventually found to be the most suitable 
base. The choice of this material has the added advantage 
that it is very cheap. The urea-formaldehyde syrup was 
plasticized with “Hercolyn,” an ester of abeitic acid. 
Inorganic fillers were added to provide “ body” to the dots 
and organic fillers to improve the texture. Other modifying 
agents include a moisture-retaining material and pigments. 
Since ‘the rate of printing is dependent on the rate of cure 
of the dots after printing, much experimental work was 
devoted to the development of a satisfactory accelerator. The 
Technical Development Department of Bakelite, Ltd., with 
whom Mr. Groak had been working on the formulation of 
the plastics ink, were called in to overcome this problem. A 
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Fig. 4.—The prototype printing machine exhibited at the National 
Institute for the Blind. The continuous web of printed paper is 
seen passing through the infra-red heating unit. 


stabilized accelerator was produced which, although not ideal, 
was distinctly more satisfactory than the numerous inorganic 
and organic chemicals evaluated. This accelerator, when 
present as 1 per cent. of the weight of the mixture, produced 
a cure time of 11 seconds under radiant heat of 90 degrees C. 
at 8 ft. per minute. 

Ageing tests carried out on the printed Braille show that 
the dots are unaffected by dry heat up to a period approaching 
twelve months, and the life of the dots should be indefinite 
under the actual conditions of service. 

It has been pointed out that the machine illustrated is a 
prototype, built to examine the value of the new process and 
to show the great contribution which can be made to the 
welfare of the blind. Besides this important specialized 
application, the general principles of the “ periprinter” 
process appear to have potentialities which may be developed 
in many fields. The Research Division of Chambon, Ltd., 
who built the prototype machine illustrated, have acquired the 
patent rights for the process, and they are working in 
co-operation with Mr. Groak in developing further uses for 
the machine. The possibilities of “solid” printing can be 
very effectively used in printing textiles, wallpaper, bottles, 
etc. By altering the thickness of the stencil, the depth of 
the printed layer may be varied from “ fiat” to a maximum 
of .020 in. Although hot-melt inks were found to be unsuit- 
able for Braille printing, these may also have special 
applications, for example, in printing “ solid” colour charts. 

With developments in materials of the stencil, the peri- 
printer can be adapted to act as a rotary screen-printing 
machine, thus extending the advantages of the versatile 
silk-screen technique to the field of mass-production printing. 

For the making of bags, cartons and similar packages, the 
periprinter can be used to coat selected areas of the packaging 
material with adhesive ready for assembly. 

Finally, by printing the plastics material on to a non- 
receptive surface, small flat shapes are produced which may 
be removed from the base’and used for decorative purposes. 

Acknowledgment and thanks for co-operation in the 
preparation of this description are given to Mr. Barlow, of 
the National Institute for the Blind; Mr. J. Groak, inventor 
of the process; Mr. L. E. Armelin, Jr., manager of Chambon, 
Ltd., Research Division; and to Bakelite, Ltd. 
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IN THE SERVICE OF MAN 


A pictorial review of high-quality units moulded 
or otherwise fabricated in Great Britain . 


30. Agriculture and Horticulture 





(Right and below) ‘ Alka- 
thene’’ polythene tubing, 
manufactured by Imperial 
Chemical Industries, Ltd., 
Plastics Division, withstands 
frost and corrosion by soil 
and water. Tubing for irri- 
gation is easily laid by mole 
plough. 


(Above, left, and below) A new glazing system using a p.v.c, 
channel extrusion in place of putty is used by V. and H. Hartley, Ltd., 
for the assembly of permanent and mobile glasshouses. 


(Below) Protective clothes, for use in 

agricultural spraying of - corrosive 

chemicals, are high-frequency welded 

by Plysu Products, Ltd., from unsup- 
ported p.v.c. sheeting. 
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(Left, right and below) 
Horticultural aids distri- 
buted by Chase Protected 
Cultivation, Ltd., include 
the “Plasticap’’ seed label 
protected by a sealed p.v.c. 
cover, a polystyrene seed 
box with variable aperture 
for controlling the rate of 
distribution, and a poly- 
thene spray for insecticide 
powders, etc. 


(Below) This observatory beehive is 
manufactured by Badgerell Apiary, 
Ltd., using clear ‘ Perspex”’ acrylic 
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(Photo: 1.C.I.) 
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(Above) The “ String- 
ring’’ with steel cut- 
ting edge inserted in 
a plastics moulding 
is manufactured by 
Morgans (Tyseley) Ltd. 





(Above) Cotton-backed p.v.c. gloves, manufactured 


by Tedson, Thornley and Co., are much used for 
agricultural and horticultural work. 











(Above) Celluloid plant labels, in a 

variety of forms in green and white, 

made by C. E. West, of Waltham- 

stow, can be permanently marked 
and are very durable. 


(Below) Light weight and resistance 
to abrasion and weather recommend 
the use of p.v.c. extrusions for garden 
hose. This photograph shows a hose 
extruded from “ Vybak”’ p.v.c. com- 
pound. (Photo: Bakelite, Ltd.) 








(Above) The “ Tufnol” 
bearing bush of this 
horse and cattleclipper 
oscillates 2,000 times 
per minute, lasts 
longer, and requires 
less lubrication than 
metal. (Photo : Tufnol, 
Ltd.) 


(Right) Dummy egg 
for egg grading 
machine is fabricated 
from “Tufnol’’ lami- 
nates. Its weight can 
be varied by loading 
with shot. (Photo: 
Tufnol, Ltd.) 


(Left) Nozzle fab- 
ricated from 
“Tufnol”’ phenolic 
laminate is fitted 
to helicopters used 
for pest spraying 
(Photo: Tufnol, 
Ltd.) 











The “ Shéarmaster” 
sheep-shearing and 
horse clipping 
machine manufac 
tured by Cooper 
Steward Engin 
ing Co., Ltd,, 
employs four 
“Bakelite’’ phe 
olic mouldings 
produced by 
Moulded Product; 
Ltd. (Photos 
Bakelite, Ltd.) 


(Above) Handles of this electric 

pig stunner are made of 

“Tufnol” for good insulation, 

toughness and resistance to 

blood or brine. (Photo: 
Tufnol, Ltd.) 


(Left) This wire. basket used in 
an egg washing machine is made 
by Curfew Appliances Ltd., 
and is coated with p.v.c. by 
Creators, Ltd. (‘« Plastics,” 
November, 1951, p. 319.) 
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(Above) “ Tufnol’’ bearings and assembly for the kicker 

shaft of a fertilizer distributor. The bearings are not 

affected by fertilizer and require little lubrication. 
(Photo: Tufnol, Ltd.) 


(Left) Details of tractor components and assembly are 
clearly shown by ‘“ breakdown” diagrams made by 
Transart Ltd., by printing on several layers of trans- 





(Below) The p.v.c. tree tie made by S. H. 

Rainbow, of Leigh-on-Sea, is strong yet 

sufficiently flexible to prevent damage to the 
trees. 








(Above) ‘“ Dufaylite” resin-impregnated 

paper honeycomb manufactured by 

Dufay-Chromex, Ltd., has been used for 

raising seedlings. (‘ Plastics,” January, 
50, p. 4.) 


(Above) Bags made 
by sealing ‘“ Alka- 


\ r F ” 

\¢ g thene”’ polythene lay- 
flat tubing keep vege- 
tables fresh during 

. transport to the 
yA tah . consumer. (Photo: 
/ is . . 1.C.1.) 
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(Left) ‘“ Clarifoil” 
cellulose acetate film 


(Above) ‘ Permatab”’ labels made by Seelander ; oe” j : Sain uae home 
(England) Ltd., and distributed by Carters Tested , ae fruit and vegetables 
Seeds Ltd., are moulded of transparent plastics ; : 


- oe ' ty fresh. (Photo: Brit- 
material. Paper tags are sealed in with wax. ye ish Celanese Ltd.) 


(Below) Housing for the mechanism, cover for 
the cable and shroud for the spray in the garden 
fountain made by Stokes Fountains Ltd., are = . 
all manufactured from plastics.  (‘ Plastics,” avn (Below) Flower pots 
January, 1952, p. 21.) a = moulded from phen- 
S ; olic material by 
British Moulded Plas- 
tics Ltd. are more 
durable than conven- 
tional earthenware 
pots. (* Plastics,” 
January, 1951, p. 19.) 
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World’s Industry Employs Plastics 


MATERIALS and TESTING 
ry Splitting tests on 
laminates.—A Ger- 
man Standard 
DIN 53 .463 has 
been issued (March, 
1952). Samples of 
10 x 15 x 15 mm. 
size (10 mm. across laminations) are sub- 
jected to a pressure from a hardened- 
steel knife-edge 60 degrees included 
angle 0.5 mm. radius, 18 mm. ,long. 
The highest measured pressure in kg. 
before splitting is the splitting load. 
(Specifications from Brit. Standards Inst., 
London, S.W.1.) 


Colouring of resins.—A. Barenschee 
reports on experiences of international 
Galalith Gesellschaft on colouring of 
“Galalith” (casein). (“ Kunststoffe,” 
Vol. 42, 1952/March/25.) 


Heat distortion of polystyrene.—K. J. 
Cleoreman and coll. made an extensive 
study to determine the effects of 
annealing during the conditioning treat- 
ment on polystyrene. The effect of 
applied load on the test bar for condi- 
tioned and unconditioned specimens was 
also studied. (“ A.S.T.M. Bulletin,” 1952/ 
Feb. / 37.) 


Elongation of elastomers has been 
determined by C. H. Klute and coll. with 
a new electrical extensometer. It allows 
the routine determination of tensile pro- 
perties with high accuracy. (“A.S.T.M. 
Bulletin,” 1952/Feb./44.) 

Impact strength of thermosetting 
plastics was investigated by J. J. Lamb at 
low temperatures. No effect of time of 
storage at low temperatures on the impact 
strength at low temperatures was 
observed. (‘ A.S.T.M. Bulletin,” 1952/ 
April / 67.) 

Elastomer.—“ Hypolon”  S-2 (de- 
veloped by du Pont) is made by treating 
polythene with chlorine and _ sulphur 
dioxide. It can be blended with natural 
and synthetic rubbers, has exceptional 
ozone resistance and can be fabricated 
without addition of carbon black, thus 
giving a wide colour range. One sug- 
gested use is for coating of rubber gasket 
materials. (“ Product Engineering,” 
1952/June/190.) 

Rubber-modified styrene introduced 
by Bakelite Co. in U.S. has excellent 
impact strength and electrical properties, 
and can be moulded, extruded or 
machined. (“ Product Engineering,” 
1952/June/190.) 

New materials——P. Hoppe describes 
the possibilities of the new plastics 
‘““Desmophen ” and “ Desmodur,” which 
are produced by the di-isocyanate- 
polyaddition method. With certain 





mixture ratios, fillers, colours, accelera- 
tors, etc., a number of new products 
have been developed, amongst them the 
high-elastic “ Vulkollan” and the foam 
material “ Moltopren.” (VDI-Zeits, 
1952/June 1/484.) 


PROCESSES : MACHINERY 


Post - moulding 
treatment of thermo- 
plastics is mainly 
for purpose of 
decoration. Spray- 
ing, ‘dipping and 
wiping are principal 
techniques employed for lacquer finish- 
ing. Printing hot stamping and metal- 
lizing are also popular decorative 
treatments. These methods, together 
with functional processes such as 
destaticizing, annealing and assembly, 
are described in tabular form, giving 
details of methods, equipment and uses. 
(“ Product Engineering,” 1952/June/167.) 

Mixing machines, calendars, printing 
machines for the plastics industry and 
their present development are surveyed 
by K. Stoeckhert. (“ Kunststoffe,” Vol. 
42, 1952/ April / 105.) 

Pre-heating apparatus.—W. Woebcken 
stressing the improvement in quality by 
pre-heating, points also to the economic 
advantages; he describes the various types 
of apparatus which have been developed, 
including high-frequency and infra-red 
heating. (‘ Kunststoffe,” Vol. 42, 1952/ 
April / 111.) 

Welding apparatus for thermoplastics 
are surveyed by K. Krekeler and H. 
Peukert. (‘ Kunststoffe,” Vol. 42, 1952/ 
April / 117.) 








INDUSTRIAL. APPLICATIONS 


Prototypes.—Ford 

Motor Co. of 

America use sheet 

models to study 

designs and assem- 

blies. Model stamp- 

ings and other “flat” 

parts are formed by vacuum or pressure 

techniques on clay or wooden patterns. 

Solid plastics models are produced by 

casting in rubber moulds. Prototype 

assemblies can be completed in days, 

compared with weeks for metal models, 

thus speeding time for product develop- 

ment. (“Product Engineering,” 1952/ 
June/182.) 


Fabric-base phenolic laminate is used 
in many places in paper mill of Taylor 
Fibre Co., consequently reducing need 
for maintenance.  (“‘ Product Engineer- 
ing,” 1952/May/130.) 


Plastics clamping in jigs and fixtures.— 
R. K. Dooma and D. F. Gerasimov 
describe a number of interesting fixtures 
in which plastics are used for expanding 
thin-walled tubes. The plastic consists 
of emulsified polyvinyl chloride 100 
parts, dibutyl phthalate 290 parts, 
vacuum oil 100 parts and calcium 
sterate 4 parts, of a specific gravity of 
1.018. (“ Stanki i Instrument,” 1950/No. 
11/11; 1951/No. 11/10); ‘“* Engineer’s 
Digest,” 1952/Vol. 13/109.) 


Plastics tool guard.—Allis Chalmers 
consider the fitting of individual plastics 
guards on presses as an important part 
of their power press guarding pro- 
gramme. (“Machine and Tool. Blue 
Book,” 1952/Jan. / 138.) 


Gasketing material is produced by 
saturating cellulosic or asbestos fibres 
with water dispersions of synthetic 
rubber or resin at the beater stage. 
Gaskets have better compressibility, 
crush resistance and stability. (“ Product 
Engineering,” 1952/June/164.) 


Low-cost forming tools have been pro- 
duced from an A-stage phenolic resin oy 
Baker Oil Tools Inc. The material is 
said to exceed the tooling properties of 
other phenolic casting resins, as it has 
been plasticized for very low viscosity 
and will not readily retain air bubbles as 
it solidisies. (“ Materials and Methods,” 
1952/May/105.) 


Fluorocarbon plastics applications.— 
A practical bonding process has been 
developed to bond “Kel-F” and 
“ Teflon” to many engineering materials, 
such as metals and rubber. (“ Materials 
and Methods,” Vol. 35, 1952/March/96.) 


CONSUMER GOODS 


Nylon lamp hous- 
ing.—A_ translucent 
moulded nylon tube 
forms a __ shatter- 
resistant lamp hous- 
ing for an automatic 
clothes _ washer. 
a and Methods,” 1952/May/ 
109.) 


Thermoplastic dry labels for packages. 
—Report on new development and 
user reactions to a new type of label for 
the food industry. (“ Food Engineering,” 
1952/Apr./68; McGraw Hill Digest, 
1952/June/34.) 


Garden rakes.—Plastic garden rakes 
are proving very popular in Australia, 
where 50,000 have been sold since they 
were introduced 12 months ago. The 
makers are -I.C.I. Plastics Pty., Ltd., 
Kilkenny, South Australia. 











AUGUST, 1952 


PLASTICS 


Synthetic Resins for the Foundry 


T= use of synthetic resins as bonding 
materials for sand cores and moulds 
for the metal foundry trade was first 
investigated in Germany in the early 
30s. During the first years of the war, 
limited use of resin sand core binders was 
made in Great Britain, and since 1946 
resins have steadily taken their place in 
the foundry. The properties of these 
resins and the technical and economic 
advantages gained from their use were 
demonstrated recently by Imperial 
Chemical Industries, Ltd., Plastics Divi- 
sion, who manufacture a range of urea 
and phenolic resins suitable for foundry 
work. 


Sand Core Binding 

The first, and still the most important 
part of foundry work where synthetic 
resins have been found useful, is in the 
binding of sand cores. For many years 
sand cores have been made using binders 
based on linseed oil or other drying oils. 
Besides the fact that these binders are 
very costly—linseed oil is approximately 
£217 per ton and other oil binders range 
from £100-£150—the resins have advan- 
tages in speed of curing, rapidity of 
“ breakdown ” after casting, permeability 
and avoidance of cracking and “ finning.” 
Both urea and phenolic resins have been 
used for this purpose, each having its own 
field of application. 

The resin sand mix used to produce a 
core contains, in addition to the sand, 
1-3 per cent. of resin binder, water, clays 
and other inorganic matter, and about 
2 per cent. of cereal or starch binders 
which are incorporated to improve the 
“green” strength of the core before the 
binder is cured. The sand mix is placed 
in a female mould or core box manually, 


or, in the case of large and complex- 
shaped cores, the sand mix is blown into 
the core box under pressure. In either 
case the core must be sufficiently firm to 
allow removal from the core box and 
transfer to the oven without crumbling or 
distortion. This property is known as 
green strength. The core is then baked 
in an oven, or by a more modern tech- 
nique, resin/sand cores are cured by 
dielectric heating. The cured cores are 
located in the casting mould and the 
metal is poured. At this stage, important 
properties of the core become evident. 
First, it is necessary for the core to have 
good gas permeability so that the hot 
gases evolved during casting do not 
become trapped, creating faults in the 
metal surface. Second, the core must 
remain perfect until the cast metal has 


solidified, because any cracks which 
appear in the core will allow metal to 
penetrate and thus form “fins” on the 
casting. Third, as soon as the casting has 
solidified, the core should decompose. 
This is important because stresses will be 
set up in the casting if the core exerts 
pressure on the cooling metal. Break- 
down must be reasonably complete so 
that the sand may be shaken out of the 
casting without difficulty. Any tendency 
for the core to stick will cause unneces- 
sary work in finishing. Fourth, the 
decomposing binder in evolving gases 
should not cause too much smell and 
fumes to hinder satisfactory working. 
This factor, although important, is largely 
influenced by the quality of ventilation 
provided in the foundry. 


(Above) Green resin- bonded 
foundry sand cores laid on core 
carriers moulded from a_ sand, 
polyester mixture, being placed 
in high frequency curing unit 
at the development laboratories of 
Imperial Chemical Industries, Ltd. 
Plastics Division. 


(Left) A group of foundry sand 
cores bound with synthetic resins 
(Photo : 1.C.I.) 
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Urea Formaldehyde Resins 


The properties of u.f. resins make them 
particularly suitable in non-ferrous metal 
foundries. Cores made with uf. resin 
binders can be dried in a shorter time 
than oil-bound cores. This time varies 
with the size of core, the differential 
increasing with core size until with cores 
of over a hundred pounds in weight a uf. 
resin-bound core may be oven-baked in 
under two hours, against 10 hours or 
more for many types of oil-bound cores. 
Since the available oven space is often 
a limiting factor of a foundry’s produc- 
tivity, the time saved can lead to greater 
output. 

The baked cores have good surface 
properties and better gas permeability 
than oil-bound cores. Resistance to crack- 
ing and finning is also better. The 
greatest technical advantage of the resins, 
however, is their lower breakdown tem- 
perature. The breakdown temperature 
for u.f. resins is 220-270 degrees C. 
against 450-500 degrees C. for linseed oil. 
This means that for non-ferrous casting 
where comparatively low casting tempera- 
tures are used, u.f. resin-bound cores 
show rapid and complete breakdown 
with subsequent freedom from faults in 
castings due to insufficient core collapse. 

The price of the resin, £70-£80 per ton, 
means that even taking into account the 
need for the more expensive cereal 
binders, u.f. resin mixes.are much cheaper 
than the oil binders. 

U.F. resins also have some dis- 
advantages. The resin/sand mix is 
stickier than the oil-bound mix, especially 
if water is added to improve the final 
hardness of the core. This stickiness can 
often be overcome by careful formula- 
tion of the mix and the addition of small 
quantities of paraffin or oils. Where the 
core formation involves deep undercuts, 
however, oil binders may be more satis- 
factory. The other factor where uf. 
resins suffer disadvantage in comparison 
with other binders is in the problem of 
smell. The decomposing resin has a 
characteristic unpleasant odour, which 
though no worse or more harmful than 
that given off by oils, is less familiar to 
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foundrymen and therefore not readily 
accepted. With proper ventilation this 
difficulty can be overcome. 


Phenol Formaldehyde Resins 


P.F. resins have one marked charac- 
teristic different from the u.f. resins, i.e., 
breakdown temperature, which in the case 
of p.f. resins is 400-450 degrees C., little 
lower than that of linseed oil. Otherwise, 
general properties of the p.f. resins 
approximate to those of u.f. resins, and 
the same rapidity of drying of sand cores 
is possible when p.f. resin binders are 
used. The important property of break- 
down temperature makes p.f. resin-bound 
cores suitable for all types of ferrous 
casting. Of particular interest is the fact 
that low gas evolution of p.f. resin-bound 
cores during burning out is a definite con- 
tribution towards freeing the foundry 
from objectionable fumes and smells 
during casting. P.F. resin-bound cores 
can be baked at similar temperatures to 
those used for drying oil-bound cores and 
it is possible to run p.f. and oil-bound 
cores simultaneously through the same 
oven. This is a decided technical advan- 
tage where a number of specific core 
requirements must be met demanding 
cores of different types. 

The foundry trade in this country is 
mainly based on ferrous casting, largely 
iron founding. It is expected that of the 
synthetic resins developed for core- 
binding, the p.f. resins will ultimately 
achieve the greatest significance because 
of their value in this type of work. 


Dielectric Drying 

The use of dielectric heating makes 
possible the drying of resin-bound sand 
cores within a few minutes, a substantial 
time saving over conventional oven- 
drying methods. Special u.f.- and pf. 
resins have been developed suitable for 
use as core binders where dielectric heat- 
ing is applied, and already this drying 
technique is in use in several foundries 
in this country. The effective use of this 
technique is restricted to mass-production 
foundries on repetition production. 

Moulded Core Carriers. A particular 
problem met with dielectric drying of 


Table 1.—I.C.I. “ Mouldrite’’ resins for the foundry trade 





Application Type 


Descriptions 





U.F. Resins 
Sand Core Binding U.F. 256 
W.P. 546 
P.F. Resins 
P.F. 475 


P.F. 425 
P.F. 475/12/C 
Sand Mould 

Hardening 


Sand Shell Moulding 
Process 


U.F. 232 and R.V.1 
accelerator 


P.F. 422 


Core Carrier for Dielec- *Nuron” 100 


tric Drying of Cores 








P.F. resin for errous casting with improved 
properties and rapid drying properties with dielectric heating. 


High resin content u.f. syrup for sand core binding where 
optimum green strength properties are required. 


Medium resin content u.f. syrup for sand core binding for general 


non-ferrous applications. 


General purpose p.f. resin’ or ferrous casting. 


General purpose p.f. resin for ferrous casting. 


reen strength 


Rapid cold hardening u.f. resin suitable for spraying on ‘‘ green” 


moulds. 


Powder p.f. resin suitable for mixing with dry sand for sand 


shell moulding process. 


Polyester resin suitable for moulding core carriers in combination 


with glass fibre and sand. 
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cores has been overcome by the use of 
polyester resin for the manufacture of 
core carriers. The function of the core 
carrier is to support the sand core during 
drying. The electrical and heat-conduc- 
ting properties of metals used for making 
core carriers for oven baking are 
unsatisfactory for this type of product, 
and of many materials tested, carriers 
have been moulded from a sand/poly- 
ester resin slush reinforced with glass 
cloth and have proved most successful, 
satisfying in the main the particular 
requirements of this specialized applica- 
tion. Composition is three parts sand to 
one part “ Nuron ” 100 resin. 


Surface Hardening of Sand Cores 


In evaluating a technique of core bond- 
ing using a “green” core with little 
binders, hardened by surface application 
of cold-setting resins, a process has been 
evolved which can also be used to over- 
come some difficulties encountered with 
the use of green sand moulds, i.e., 
unbaked moulds. 

It is possible to spray the mould with a 
mixture of u.f. resin and accelerator 
which will harden within an hour at 
normal temperatures, or within minutes 
under heat, giving a surface-hardened 
green sand mould having greatly 
improved resistance to washing and pit- 
ting by molten metal during casting. On 
the same basis it is considered that many 
types of core should be capable of being 
made with a case hardened skin; such a 
core offers appreciable advantages over 
present techniques of core making. in 
reduced fuming, improved permeability 
breakdown and economy of binder 
consumption. 


Shell Moulding 


A foundry technique which has aroused 
great interest in this country and the 
United States in recent years is the shell 
moulding or “C” process. This is based 
on wartime developments by Croning in 
Germany and details of the method were 
first made available here by one of the 
groups of technical investigators who 
visited Germany after the war. The 
process gives a fast and economic method 
of producing high precision castings, 
especially for the automobile manufactur- 
ing industry. It is considered that when 
fully developed this process may absorb 
more phenolic resins than any other 
industry, including manufacture of 
moulding powders. 

To make a shell mould, a metal pattern, 
mounted on a heavy metal base to 
prevent rapid cooling, is maintained at a 
temperature of 450°-500° F. The pattern 
is removed from the oven, lubricated with 
silicone parting agent, and a mixture of 
sand and dry powder pf. resin is 
sprinkled on the pattern. The resin 
rapidly softens, and the pattern with the 


(Continued on page 234) 
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Extrusion of Vinyl Film 


BY ALBERT M. STOVER* 


Blow moulding of very thin vinyl film is now possible; it opens up new uses for this material by cutting the cost per square 
This article is reprinted from the February issue of the Journal of the Society of Plastics Engineers, Athens, Ohio. 


foot. 


N 1950 over 100,000,000 lb. of 

calendered vinyl film were produced 
and consumed in the United States; this 
compares with about 27,000,000 Ib. in 
1947. It is almost impossible to visualize 
the potential increase in the film market 
if the price per square yard of film could 
be reduced to one-half or one-quarter of 
present prices. 

As the consumption of film increased, 
the industry trend was constantly towards 
the manufacture and sale of the thinnest 
possible gauges obtainable on calenders. 
However, most calenders to-day cannot 
produce film below 3.5 mils in thickness 
because of equipment limitations; as far 
as is known, no calenders are producing 
film commercially below 1.7 mils. Hence 
the price per square yard, which is tied 
up with the price per pound of com- 
pound, has reached a bottom limit for 
most calender operators. 

A process here described permits the 
production of vinyl film or sheeting in 
any desired thickness ranging from .020 
in. on down to .001 in., or even as thin as 
.0003 in. Continuous film over 100 in. 
wide can easily be obtained. The largest 
potential for this process seems to lie in 
film in the range of .003 in. and below. 
Although cost per pound of the thin- 
gauge film may well be as high or higher 
than film made by other processes, the 
cost per square yard should be approxi- 
mately proportional to the thickness, and 
therefore less expensive. 

Very Thin Film 

Before the technical aspects of this 
process are covered, it might be helpful 
to discuss the usefulness of, and possible 
markets for, very thin film. 

One very obvious end-use is in pack- 
aging applications of all kinds, since it 
acts as a barrier to furnish protection 
against water, grease and dust. Film of 
this type should find universal acceptance 
in America for a number of uses such as 
the storage of clothes in all seasons in 
dust-proof and moth-proof enclosures, 
When travelling, white shirts can be kept 
immaculately clean in the suitcase, while 
dirty shoes can be kept from soiling other 
articles of clothing. 

It should also find use as water-proof 
and grease-proof film for use in the 
kitchen; for example, it serves very well 
as a disposable garbage pail liner. An 
inside lining of plastics converts any card- 
board or wooden box or even paper bag 
into a water-tight container. A water- 
tight plastic container can be fabricated 


*Naugatuck Chemical Division, U.S. Rubber Co. 





by the very simple process of tying a 
knot in one end of a thin-walled vinyl 
tube. Outdoors, large sections of film 
might be effective in keeping birds from 
substituting freshly planted grass seed for 
insects in their diet; it should also protect 
flowers and vegetables from unexpected 
late spring or early fall frosts. On camp- 
ing trips, it can serve to keep grass stains 
and grass dampness from clothing. 

Polythene has been for several years 
successfully extruded by the process 
of “ blow extrusion.” Initial attempts to 
manufacture vinyl film commercially by 
the same process failed for a combination 
of three reasons—inadequate equipment, 
unsuitable compounds and, most particu- 
larly, lack of technique. It is necessary 
to develop very high tear strength in the 
film to enable it to be used in very thin 
gauges. Extremely high processing tem- 
peratures are necessary to develop 
maximum tear strength. Therefore, as a 
first requirement, a resin of very high 
heat stability is needed. The second 
requirement is that the resin extrudes 
smoothly and without nerve. Thirdly, a 
high extrusion rate is extremely desirable 
to obtain the highest possible production 
output in pounds per hour. 

In Marvinol VR-10 we were fortunate 
in having a resin which is uniquely suit- 
able for this process, since it is widely 
recognized as meeting all three of these 
major requirements. First, it has excel- 
lent heat stability, which is partly due to 
the fact that it is the highest molecular 
weight general purpose vinyl chloride 
resin now being used in this country; 
secondly, calendered sheets or extrusions 
based on Marvinol VR-10 are remark- 
ably free of waviness or roughness 
usually associated with nervy stocks; 
during processing these compounds are 
extremely flat and nerveless; thirdly, there 
is higher output in lb. per hour obtain- 
able from extruders when Marvinol 
VR-10 is used as the vinyl resin. 

Equipment Needed 

The basic machinery needed to manu- 
facture film comprises: — 

(1) Premixing equipment for prepara- 
tion of feed to the extruder. 

(2) An extruder equipped with a film 
blowing head. 

(3) Take-up equipment for rolling up 
the film. 

(4) Least expensive, but not least 
important, “‘ die dismantling ” equipment. 
Die Dismantling 

The last item is most necessary for 
development work. Sometimes experi- 


mental compounds do not always 
behave as expected. Polyvinyl chloride 
compounds, like most organic materials, 
will decompose if excessive heat is 
applied for too long a period of time. 
The degradation of polyvinyl chloride 
can become autocatalytic and can release 
large quantities of hydrochloric acid gas. 
The carbonaceous residue tends to adhere 
very tightly to the acid:etched metal, so 
it is best to avoid this situation. We 
therefore found that it was necessary to 
devise a means of getting the film blow- 
ing die apart in a hurry when trouble 
occurred, as well as when any. successful 
run is terminated. 

In our first attempts, we made a table 
small enough to put under the die and 
placed an automobile jack thereon. We 
then tried to force the core pin out of 
the die with the hydraulic pressure 
exerted by the jack, but found that the 
adhesion of the compound to the die 
and the core pin was such that the 
hydraulic jack simply raised the extruder 
off the floor in preference to pushing 
out the core pin. Eventually we over- 
came this difficulty by the use of a #-in.- 
thick annular steel ring with diametric- 
ally opposed slotted ears, placed on top 
of the die, around the rim, but clearing 
the core pin. This is attached by chains 
from the ears to the table holding the 
jack. The jack is used to force a 
cylindrical steel tube against the bottom 
of the mandrel or core pin to force it 
out. After a little experience, it was 
found possible to get the die assembly 
apart in a matter of a number of minutes 
instead of a number of hours, which was 
required when we first began our experi- 
ments. 

Blowing Technique 

At the start of the blowing operation 
the tube is pinched off and the extruded 
tube is then inflated very slightly with 
air and the end is passed through two 
squeeze rolls. This effectively seals the 
upper end of the tube. At this point, 
additional air is introduced through the 
die which causes the tube to expand to 
size. This expansion must be carried out 
very slowly, or a tube with a very uneven 
diameter will result. When the desired 
degree of expansion is reached, the air 
supply is shut off and the continuous pro- 
duction of film is in process. The air is 
sealed in between the nip rolls at the top 
and the die at the bottom. 

To change the gauge of the extruded 
film, it is merely necessary to vary the 
speed of the take-up rolls. If, for 
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example, the arrangement is such -that 
4-mil film is being produced with a given 
set of conditions, it is possible to change 
very quickly to 2-mil film merely by 
doubling the speed of the take-up rolls, 
thus drawing the material away from the 
die at twice the rate, causing it to thin 
down from the former thickness. To 
change to 1-mil instead of 2-mil film, it 
is merely necessary to double the take-up 
speed again, while 4-mil film can be made 
by a further doubling of the take-up rate. 

When starting-up operations we find 
it advisable to run with a large amount 
of bleed stock to prevent initial hang-up 
in the die. Once the stock is flowing 
freely throughout the extruder, the bleed 
can be cut back to a minimum. A small 
amount of bleed helps to prevent stagna- 
tion in the head. We usually find it advis- 
able to start with a die temperature 20-30 
degrees lower than we use for standard 
operating conditions. Once the tube is 
formed, operating the extruder near 
maximum speed also seems to improve 
the flow characteristics of the compound 
and seems to prevent stock stagnation 
because of the high throughput. In our 
initial work in this project, we found 
it advisable to use highly stabilised, over- 
lubricated vinyl compounds until we had 
worked out the necessary operating tech- 
niques. Suggested formulations for 
preliminary experimental work are given 
in Table 1. 


Table 1. 





191-126 


Marvinol VR-10 .. 
Dioctyl —, 
Dyphos . 
Tribase 

DS-207 

Acrawax C .. 
Carnauba wax % 
Titanoux RA-NC .. 
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Proocanks 
oounwmoocoo 


196-5 
Marvinol VR-10_.. 
Dioctyl phthalate . . 
Dibutyl tin maleate 
Calcium stearate .. 
Acrawax C .. 
Mineral oil .. 


—_ 

w 
rr=ns8 
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It is obvious that the plasticizer con- 
tent used for very thin film is consider- 
ably lower than that used for the heavier 
4 gauge film, which is usually about 45 
parts on 100 parts of resin. These 
compounds will not yield entirely 
satisfactory film because of a waxy or 
greasy feel but they are recommended 
for determination of operating condi- 
tions and the development of the 
necessary operator technique. A general 
purpose film with a better appearance is 
given in Table 2. 


Table 2. 





Marvinol VR-10_ .. ¥: oe rg be ae 
Diocty! phthalate . . - -_ aa il 
Dibutyl tin maleate 

Advance 3 “a 

Calcium stearate .. 

Carnauba wax 
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The set of conditions shown in Table 3 
were found suitable for the operation of 
our 14-in. Modern Plastic Machinery 
Corp. extruder equipped with a 4-in.- 
die film head. 


Table 3.—Extrusion conditions. 








Start Main Part 
of Run of Run 
Die temperature, °F 
Core pin 335-350 395-425 
Die face 335-350 395-425 
Head temp., °F 350-360 380-400 
Barrel temp., °F 
First section .. 350-360 350-360 
Second section 320 320 
Screw Speed, r.p.m. .. 
Not Not 
Screw temp. checked* checked* 
Not Not 
Hopper temp. .. a checked* checked* 











* Ambient temperature. Neither water nor steam used. 


Table 4 gives physical test data on film 
samples prepared in our laboratory. The 
extruded 2-mil film was extruded at 420 
degrees F. while the calendered film was 
prepared at 320 degrees F. It will be noted 
that the higher processing temperature 
has contributed to the higher physical 
properties of the extruded film. The 
higher tear strength is particularly 
outstanding. 


Table 4.—Comparative physical test data on 
laboratory calendered and extruded film. 
Formula based on 100 Resin and 45 DOP. 








Calendered| Extruded 
2 mil 2 mil 

Processing temp. os se 420°F 320°F ° 
Tensile, Ib./sq. in. mal oa 2,600 2,000 
Elongation, % .. a roe 170 120 
100% modulus. . _ 1,800 
Elmendorf tear, ib. jin. 

With grain .. ss sa 910 170 

Across grain .. is sa 980 360 











Films containing this quantity of 
plasticizer tend to be too soft when they 
are as thin as 2 mils, and a lower plasti- 
cizer ratio is preferable for many 
applications. In Table 5 the effect of 
lowering the plasticizer content from 45 
to 30 parts of DOP per 100 parts of resin 
is shown. A decided increase in tensile 
strength and 100 per cent. modulus is 
observed, and a decrease in the Elmen- 
dorf tear strength reading. 


Table 5.—Comparative physical test data on 
extruded film with less plasticizer. 











Resin to Plasticizer ratio = mas: = of 
Tensile, Ib. /sq. in. es ve 2,600 4,600 
Elongation, Da - os se 170 220 
100% modulus . ry 1,800 3,100 
Elmendorf tear, ib./ lin. 

With grain .. ‘ sie 910 340 
Across grain .. os aa 980 670 








Some plastics lose their strength char- 
acteristics almost entirely when extruded 
below at + mil in thickness. Table 6 
shows that the reduction in strength of 
the vinyl film is not so great that the 
film is unusable. 

In Table 7 the cost of three different 
size extruders is shown, and the cost of 
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Table 6.—Comparative physical test data on 
extruded thinner film. 
Formula based on 100 Resin and 30 DOP. 





Film thickness .. pe is 2.0 mil 0.3 mil 
Tensile, Ib./sq.in. .. ne £4,600 i 
coe , aA i 220 100 
100% modulus’. . ne 3,100 3,300 
Elmendorf tear, ib. fin” 
With grain .. ‘ Ke 340 530 
Across grain... a x 670 940 








the corresponding tubular die film heads. 
It is possible to make any thickness of 
film on any of the different size 
extruders, but naturally, it is easier to 
make larger-diameter tubes with the 
larger dies. 


Table 7.—Extrusion equipment cost. 





Extruder, 14 in. dia. screw .. 52 Be .. $ 4,200 
Tubular die, 4 in. dia. ee Re “ ““ 1,060 

$ 5,260 

Extruder, 24 in. dia. screw .. ve se .. $ 8,500 
Tubular die, 8 in. dia. = a “s te 1,475 

$ 9,975 

*Extruder, 34 in. dia. screw os oe .. $11,400 
Tubular die, 14in. dia... ae a - 3,165 
$14,565 





* May also be used with 8 in. dia. die, at $1,525. 


The physical properties of the film 
appear to be fully as good as those of 
film prepared by other methods, and there 
is a real cost advantage in being able to 
get into the manufacture of film at a 
relatively low capital’ investment. With 
a large potential market for extruded 
film, many concerns have installed equip- 
ment to manufacture this material. 





SYNTHETIC RESINS FOR THE FOUNDRY 
(Continued fron page 232) 

sand mix is then replaced in the oven 
and remains there for 3 to 4 minutes to 
complete the cure. Ejector pins throw 
the shell from the pattern, which can 
then be sprinkled again to form the next 
shell. Various methods are used to 
sprinkle the resin/sand mix on the metal 
pattern: 

1. By hand or by “ pepper pot.” 

2. By blowing. 


3. By the inverted box technique. 
Here the pattern is clamped to form the 
lid of a wooden box containing the 
resin and sand mix. The wooden box 
is then inverted so that the mix settles 
on the pattern and is kept there for 
a short time sufficient to allow the 
required amount of resin to settle. 
The box is then inverted again and the 
pattern removed and baked. 


Shell moulds up to 2 ft. square may be 
used without backing, merely by clamp- 
ing the shells together. For heavier work 
the shells are placed in a mould-box 
and backed with sand or steel shot. High 
precision castings are obtainable and the 
high permeability of the shell moulds 
ensures a very good surface. 
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LETTERS TO THE EDITOR 


Correspondents are re 





inded that a stamped and addressed envelope should be enclosed in all cases where a personal answer is desired. 


It is understood that any letter received may be published at the discretion of the Editor. 


Circuit Diagrams 

Sir,—We read with interest the letter 
from T. H. and J. Daniels, Ltd., referring 
to laminated circuit diagrams, and feel 
that as manufacturers of processed 
diagrams, colliery support rules and, in 
fact, laminators of any photostat copies 
or prints to customers’ requirements, that 
a construction based on a paper laminate 
using a phenolic or cresylic-bonded core 
with a melamine top surface has proved 
very durable when working under 
adverse conditions, in the mines, out of 
doors, etc. We would appreciate an 
opportunity of demonstrating to the 
prospective customer who was inquiring 
after processed circuit diagrams, the 
advantages and durability of our 
material. 

BRIGHTON LAMINATIONS, LTD. 
Bribond Works, 
117, Victoria Road, 
Portslade, Sussex. 


Material Suitable for Contact with 
High-pressure Oxygen 
SiR,—We understand there is a plastic 
material called ‘“Tefnol,” which is 
extremely stable and which would be 
suitable for use with high-pressure 
oxygen; this may possibly have been mis- 
read for “Tufnol,” which is a _ resin 
impregnated linen board used for insula- 
tion purposes. We also understand from 
American sources, however, that there is 
a material called “ Teflon,” which is poly- 
tetrafluoroethylene. Is it possible that 
this is a counterpart of “Tefnol,” pre- 
viously mentioned? 
JOHN GODRICH. 
22, Bennett’s Hill, 
Birmingham, 2. 


Luminous Rods 

Sir,—We are anxious to obtain sup- 
plies of luminous “ Lucite” translucent 
solid rods + in. round and in lengths of 
13 ins., or a suitable substitute. 

L. J. REYNOLDS AND Co., Ltp. 
Renox House, 
Roche’s Street, Limerick. 


“Cocoon ” Process 

Sir,—We should be grateful if you 
could let us know who could supply us 
with raw material for using the “Cocoon” 
process. We see possibilities for use of 
this process in our business. 

Esta LIGHTING RESEARCH AND 

ELECTRICAL APPLIANCES, INC. 
56, Elizabethenstrasse, 
Basle, Switzerland. 

{Eprror’s Note: Information relating to 
the “Cocoon” process, and supplies of 
material, can be obtained from R. A. 
Brand, Ltd., Bridge Paper Mills, Pendle- 
ton, Manchester.] 


Expanded Plastics 
Sir,—We shall be obliged if you would 
inform us where we can obtain supplies 
of expanded polystyrene and expanded 

p.v.c., as mentioned in the editorial, 

“Expanded Plastics in the Tropics” 

published in “ Plastics,” May, 1952, page 

116. We are particularly interested in 

these materials in the form of rods up to 

half-inch diameter. 
TuporR ACCUMULATOR Co., LTD. 
Barnmeadow Works, 
Dukinfield, Cheshire. 

[Epiror’s Nore: Expanded polystyrene and 
expanded p.v.c. can be obtained from 
Expanded Rubber Co., Ltd., Mitcham 
Road, Croydon, Surrey.] 


Ashtray 
Sir,—I have patented an entirely new 
form of ashtray. As you will notice, the 
method of extinguishing a cigarette is 
novel and very successful; smouldering 


disappears in about eight seconds. I shall 
be glad to contact a firm who would 
undertake the production of this ashtray 
in plastics material. 
H. Roper. 
5-7 Bushell Street, 
High Street, Wapping, E.1. 


Wrist-watch Strapping 

Sir,—I shall be greatly obliged for 
names and addresses of English suppliers 
of woven nylon strap for wrist-watch 
band manufacturing. 

K. Y. Kwona. 
P.O. Box 1654, 
Kowloon, Hong Kong. 


Boats 
Sir,—In “ Plastics,” May, 1952 (page 
122), we noticed some photographs of 
boats made of glass fibre/polyester and 
of “ Onazote.” We shall be glad to con- 
tact the makers of these boats. 
MULTUFLEX. 
Prins Hendrikkade 174-175, 
Amsterdam. 
[Epttror’s Nore: The makers of the glass 
fibre/polyester boats to which our corres- 
pondent refers are North East Coast 
Yacht Building and Engineering Co., Ltd., 
Blyth, Northumberland; Boats and 
Engines, Ltd., Weybridge, Surrey; W. and 


J. Todd, Ltd., Ferry Bridge, Weymouth, 
and Fairey Marine, Ltd. 24, Bruton 
Street, London, W.1. The launch incor- 
porating “ Onazote ” was built by Eustace 
Watkins, Ltd., 12, Berkeley Street, Lon- 
don, W.1; “Onazote” is a product of 
Expanded Rubber Co., Ltd., Mitcham 
Road, Croydon, Surrey.]} 


Export Inquiry 

Sir,—We require for export 144,000 
5-in. plastic plates and the same quantity 
of plastic beakers with embossed portrait 
of Queen Elizabeth II, surmounted by a 
Crown, and, underneath, the words “ God 
Save Our Queen.” We also require sup- 
plies of plastic bangles and _ beads, 
coloured, opaque and translucent, in 
various designs and sizes for export. 

QUILLIAM PRODUCTS. 
16, Waldegrave Park, 
Twickenham, Middlesex. 


Vegetable Chopper 
Sir,—We are importers of plastic 
household ware, and we have seen in one 
of the departmental stores here an onion 
and vegetable chopper with the trade 
name of “ Onco.” As we wish to import 
this article from your country we shall 
be pleased to learn the name and address 
of the manufacturers. 
GOMPES AND SCHPEKTOR. 
Herengracht 372. 
Amsterdam, C. 

[Epitor’s Note: This onion and vegetable 
chopper is supplied by Louis Norton and 
Co., Ltd., Liverpool House, Eldon Street, 
London, E.C.2.] 


Frames for Sun Glasses 
Sir,—We are in search of a manufac- 
turer of metal frames for sun spectacles, 
of which we haye a regular production. 
FABRIKEN PLASTICA, LTD. 
1, Dortheavej, 
Copenhagen, N.V., 
Denmark. 


Pen Holders 


Sir,—We shall be glad to receive the 
names of manufacturers of plastics 
pen holders, i.e., the stalk, which is 
inserted into a metal pressing to carry the 
nib. 

Dacra MODELs. 

Harleyford, 

Nr. Marlow, Bucks. 


Casein Sheet 


Sir,—We have a project on hand that 
requires casein sheet in lengths of 3 ft., 
and shall be glad to contact a source of 
supply. 

SPRINGFIELD TOOLS AND PRESSINGS. 

Charnwood Drive, 

Thurnby, Leicester. 
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New Productions 


Tap Washers 


The renewal of the washer on the con- 
ventional type water tap should become a 
far easier and less frequent task with the 
integrally moulded tap washer made by 
Plastomatic, Ltd, Winchester Road, 
London, N.W.3. This fitting is injection- 
moulded in one piece from black polythene, 
which is not only non-toxic but also resists 
hot water up to boiling temperature under 
service conditions. It replaces both the 
metal shank and the fibre washer, which is 
normally secured by a separate nut. The 
hemispherical base ensures correct seating, 
and the hollow ribbed shape (which is 
patented and also a registered design) makes 
the whole much lighter than the con- 
ventional brass and fibre—a matter of some 
importance where very low heads of water 
are employed. The two sizes made at 
present are for }-in. and ;-in. taps. 


Bowl Cover 

Hygienic means for covering bowls and 
basins containing foodstuffs are rapidly 
gaining popularity. The “ Hypak” p.v.c. 
cover made by the Rival Packaging Division 
of the Oppenheimer Casing Co. (U.S.A.), 
Ltd., 159-165, Harrow Road, London, W.2, 
has strong elastic hemmed into the outer 
edge and is packed in sets of three assorted 
sized covers—fitting most domestic bowls, 
basins, dishes and containers. An attrac- 
tively printed transparent film bag measur- 
ing 8 ins. by 8 ins. is used as packing. 


Louvres for Light Diffusing 


When fluorescent lighting was installed 
recently at a London bank, the General 


Electric Co., Ltd., designed and supplied 


6 five-lamp decorative fittings to harmonise 
with the Adams-style interior of the banking 
hall. The louvres of these fittings are built 
up with interlocking pieces of polystyrene, 
and thus prevent a direct view of the lamps, 
without seriously affecting the downward 
light from each fitting. Each assembly of 
louvres *s bolted to the hinged bottom panel 


Moulded tap washers (polythene). 


Hygienic bowl cover (p.v.c.). 


of the fitting, and consists of about 150 
pieces of polystyrene. The panel can be 
opened on its hinges, for access to the lamps, 
by undoing two thumb-screws. The fittings 
are glazed with white-flashed opal side- 
screens and clear glass dust-covers at the top. 
The mounting height is 16 ft. 6 ins., when 
the height to the ceiling is 20 ft. 


Flexible Gas Tubing 


“ Flexigas ” tubing, for industrial as well 
as domestic use, a new production of 
Creators, Ltd., New Haw, Weybridge, 
Surrey, is made from p.v.c. reinforced by 
a helical steel wire which is _ wholly 
embedded in the wall of the tube and there- 
fore unable to rust or deteriorate. It will 
not kink, and can be doubled back on its 
own length without any reduction in the 
bore. It cannot be crushed under normal 
usage, i.e., it may safely be walked on. It 
is extremely tough, and so resistant to 
abrasion that it does not deteriorate by 
being drawn across concrete flooring. It 
may be used safely at continuous pressures 
up to 150 lb. per sq. in. At present the 
tubing is made in three colours—trans- 
lucent amber, pastel blue and pastel green. 
It has been approved by the Calor Gas Co. 
for use with butane, and also by the South 
Eastern Gas Board and the “ Good House- 
keeping ” Institute. 

A special application of the principle 
used in the manufacture of “ Flexigas”’ is 
being used to make a fuel hose for 
industrial purposes, which is known as 
“ Armourvin.” 
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Flexible gas tubing (p.v.c. reinforced 
with steel wire). 


Louvres for light diffusing (polystyrene). 





AUGUST, 1952 


PLASTICS 


Cistern float (polystyrene). 


Cistern Float 


The “ Poly-Float ” for cold-water cisterns 
was one of the new fitments for sanitary 
engineering shown by Shires and Co. 
(London), Ltd., Greenbottom Works, Guise- 
ley, Yorks, in the Building Section at the 
1952 B.LF. It is moulded in tough trans- 
parent polystyrene, is cheaper than copper, 
is more buoyant, immune from corrosion, 
and completely watertight. 


Curtain Rail 


The “ Swish” all-plastics curtain rail, by 
Swish Products, Ltd., 10 Berkeley Road 
Shirley, near Birmingham, was exhibited for 
the first time at the 1952 B.I.F., where an 
assembly complete with curtains was demon- 
strated by being drawn back and forth con- 
tinuously throughout the duration of the 
Fair—an equivalent of 63 years’ use. The 
extruded p.v.c. rail is fitted with concealed 
nylon gliders, which are noiseless and switt 
in action, thus enabling heavy curtains to be 
moved silently. The extrusions are made by 
Coventry Motor and Sundries Co., Ltd., 
Spon End, Coventry; mouldings are by 
Resinoid and Mica Products, Ltd., Mary 
Street, Balsall Heath, Birmingham. Sole sell- 
ing agents for the U.K. are Truman Bros., 
Ltd., Castle Chambers, Union Street, 
Torquay; overseas inquiries are handled by 
the patentees, Swish Products, Ltd. Our 
photograph shows typical layouts, universal 
bracket for hall or ceiling fixing, brick 
bracket for use with overlays, end stop and 
glider. 


Button Blanks 


Lacrinoid Products, Ltd., Gidea Park, 
Essex, have recently introduced a range of 
“Supertone” button blanks moulded in 
urea formaldehyde which has been specially 
developed for easy machining and polishing. 

These button blanks are available in 
various basic shapes, such as double-domed, 
or ring-edge-faced combined with dome 
back, and are always correct in measure- 
ments covering a normal range of sizes. 
They are available either translucent or 
opaque, and have great depth of colour. The 
range of colours is practically unlimited, but 
special shades can be supplied to order. 
Cream or blonde blanks are supplied when 
the button manufacturer wishes to do his 
own dyeing. 

For drilling, any standard drilling 
machines can be used, with standard drills 
and drill angles, spindle speeds of 3,000- 
5,000 r.p.m. being recommended. Any 
standard button-turning machine may also 


New game (polystyrene). 


“ Swish” curtain rail (p.v.c. and nylon). 


be used with spindle speeds up to 5,000 
r.p.m. When hand turning machines are 
used, the speed of the spindle should be 
reduced to 2,000 r.p.m. To improve tool 
life and reduce the amount of turning dust 
produced, the blanks may be immersed in 
hot water at 158 degrees F. for five minutes 
prior to turning. 

As these “‘Supertone” blanks reach the 
customer in a highly polished state, it is 
generally unnecessary to apply a further 
polish. Where it is desired to obtain a dull 
turned effect as part of the button design, 
no polishing after turning is needed, but it is 
a simple matter to repolish the turned sec- 
tion if a completely polished effect is 
required. For buff polishing, the spindle 
speed should be about 3,000 r.p.m., and any 
of the well-known polishing compounds can 
be used. The most economical method of 
polishing, however, is barrel polishing, using 
Lacrinoid polishing cream No. 10. 

The physical. properties of “ Supertone ” 
blanks are as follows: Specific gravity, 1.5; 
tensile strength, 8,000-10,000 Ib. per sq. in.; 
impact strength, 0.2-0.27 ft.-lb.; water 
absorption (seven days at 68 degrees F.), 
3-6 per cent.; swelling after immersion in 
water for seven days, 1.25-2.5 per cent.; 
shrinkage (48 hours at 212 degrees F.), 1.3- 
1.6 per cent. As these blanks are not 
hygroscopic, they can be safely used in 
humid and tropical conditions. 


Household Mop 


Plysu. Products, Ltd., Woburn Sands, 
Bletchley, Bucks, who are well known as 
makers of industrial protective clothing in 


Household mop. 


p.v.c. exhibited the “Supermaid” mop at 
the 1952 B.LF. This mop is an Australian 
invention and is made under licence. It has 
a cellulose sponge fixed to an injection 
moulded head in two pieces, which are suit- 
ably hinged to squeeze superfluous water 
from the sponge. 


New Game 


One of our photographs shows a 
moulding for a new children’s game called 
“Loopo,” in which you endeavour to keep 
one or more glass marbles spinning round 
the hollow track by particular skill in wrist 
movement. The player who keeps. the 
marble spinning for the longest time is the 
winner. The makers are P. A. Permuta 
(Plastics), Ltd., 52, Bailiff St., Northampton. 
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Exhibits at Castle Bromwich by Members 
of the British Plastics Federation 
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NEEDLE PYROMETER.—This instru- 
ment, by Cambridge Instrument Co., Ltd., 
13, Grosvenor Place, London, S.W.1, has 
been designed for the rapid and accurate 
determination of the temperatures below the 
surface of plastic or semi-plastic materials. 
For example, it provides means for checking 
the temperatures in such process operations 
as warming up, mixing, milling, extruding, 
laminating, preforming, etc. The complete 
outfit comprises a sensitive thermocouple 
mounted inside a hollow, stainless-steel 
hypodermic needle about 1 in. long, 
connected by a short length of leads to an 
indicator, which may be either hand pattern 
(as illustrated), or a portable or wall-pattern 
type. The needle is fitted into a convenient 
insulated handle, from the rear end of 
which extends the connecting leads, protected 
by a flexible steel sheath. A metal cap is 
provided to cover the, needle when not in 
use. The indicators are calibrated to read 
directly in temperature, the standard ranges 
being 0 to 200 degrees C., or 50 to 400 
degrees F. 

An important application for this pyro- 
meter occurs in conection with “ preforms ” 
heated by high-frequency electric current. 
Here the temperature is read _ instantly 
upon inserting the needle into the preform, 
thus enabling the time-cycle of the preheater 
to be adjusted for close-temperature control. 
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Raw Materials, New Plant, Works 
Organization, Control Apparatus, 
Research, Personal and Trade Notes 


FINNEY PRESSES, LTD., announce that 
their U.S. associates, Improved Paper 
Machinery Corporation, of Nashua, New 
Hampshire, have now released on an early 
delivery basis their injection-compression 
moulding machine with the pre-plasticizer, 
which increases the capacity of the 28-oz. 
model up to 100 ozs. The other unique 
features associated with this machine, such as 
the vertical clamping unit and the upstroking 
compression ram, which enables the unit to 
be used for transfer or plunger moulding, 
or for ejection of finished pieces, remain as 
before. Additionally the machine can now 
be fitted with die plate adapters, so that any 
type of mould can be used. 

This machine can also be fitted with die 
plates to mould gramophone records in the 
new vinyl compound, which is proving so 
necessary with L.P. records. The die plate 
can take up to eight stampers of the 7-in. 
size, four 10-in. or two 12-in. On the first- 
mentioned size a production rate of 700 per 
hour is easily possible. 

In a recent installation by a manufacturer 
of shoe eyelets, metal eyelets are fed by 
means of a magnet plate on to the multi- 
cavity mould. Using vinyl material, the 
eyelets are stamped out of the moulded 
biscuit as a secondary operation. This 


illustrates the great value of the horizontal 
platen surface. 


















(Above) ‘“ Velvetronic’’ 
electrostatic flock de- 
positing machine (Spray- 
tex (Manchester) Ltd.) 


(Left) 
pression 


Injection-com- 
moulding 
machine with  pre- 
plasticizer. (Finney 
Presses, Ltd.) 
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CORONATION SOUVENIRS COM- 
MITTEE.—To help British manufacturers 
and the public in their quest for appropriate 
emblems to incorporate in Coronation 
souvenirs, the Coronation Souvenirs Com- 
mittee of the Council of Industrial Design 
has commissioned Milner Gray, R.D.I., 
F.S.1.A., to design a symbolic crown suit- 
able for reproduction in various media. His 
design will be embodied in three sketches, 
suitable for use in line, silhouette and 
embossment respectively. The same artist 
is to prepare a rendering of the Royal Coat 
of Arms, simplified and freely drawn. The 
Council will make facsimile prints of the 
four sketches, which will be available with- 
out restriction of copyright to anyone in the 
United Kingdom or the British Common- 
wealth at a fee of £1, payable to the Council 
of Industrial Design. 


IMPERIAL CHEMICAL INDUSTRIES, 
LTD.—The Central Publicity Department of 
I.C.l. has removed to the North Block 
(Ground floor) of Thames House, Millbank, 
S.W.1. (Telephone: Victoria 4486). Written 
communications should, however, be 
addressed to Imperial Chemical House, 
Millbank, S.W.1. 


FLOCK DEPOSITING.—At the Birming- 
ham Section of the B.I.F., Spraytex 
(Manchester), Ltd., 168-172, Oxford Street, 
Manchester, were demonstrating an electro- 
static method for quickly producing a fabric 
finish on plastics and other surfaces pre- 
viously coated with a suitable adhesive. 
This finish is claimed to be superior to that 
obtained by the usual method of flock 
spraying, because the individual fibres are 
deposited vertically and therefore give a 
deeper “pile.” Flock fibres placed on the 
aluminium tray of the “ Velvetronic” flock 
depositing machine become electrostatically 
charged when the machine is switched on, 
and when articles previously coated with 
adhesive are held at a distance of 3 ins. 
above the tray, the fibres spring from tray 
to article to adhere there by virtue of the 
adhesive. When the article is made of some 
non-conducting material, as in the case of 
plastics, it is necessary to induce the attrac- 
tion of the flock fibres by holding a piece of 
metal above the article to be coated. The 
machine measures 24 ins. X 20 ins. X 
22 tns., and the current consumed (A.C.) is 
186 watts. 


BOARD OF TRADE—PLASTICS MATERIALS SECTION 
PRIVATE ACCOUNT IMPORTS OF MOULDING 
POWDERS—APRIL, 1952. 
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MR. C. F. MERRIAM, who is chairman 
of the British Xylonite Co., Ltd., is retiring 
from daily executive work, after being with 
the company for 47 years, twenty-seven of 
which have been spent in active leader- 
ship. At a simple ceremony at the Halex 
works on June 27, he was the recipient of an 
illuminated book containing the signatures 
of employees of the British Xylonite Group. 
The presentation was made by _ two 
employees of the company with the longest 
service, Mr. George Eastwell and Mr. 
Charles Ratnage. 

Mr. Merriam is the grandson of the late 
Mr. L. P. Merriam, who was one of the 
founders of the company in 1877. He was 
appointed a director in 1912, and joint 
managing director in 1919. He became 
managing director in 1927 on the retirement 
of his father (Mr. C. P. Merriam) from that 
post, and was appointed chairman in 1933. 

Our photograph shows Mr. C. F. Merriam 
and Mrs. Merriam examining the book of 
signatures. 


ERINOID, LTD., announce that the 
directors have considered it advisable to 
defer consideration of payment of the six 
months’ preference dividend, due July 31, 
until the accounts for the year ended on 
that date are prepared; these are usually 
available in November. In the chairman’s 
statement of the 1951 accounts, reference 
was made to some falling-off in demand 
since August, 1951. As from Christmas, 
1951, there has been a sustained contraction 
in trade in all departments, with a corre- 
sponding diminution in profits. A further 
consequence is that to-day the company 
find themselves with greatly excessive 
stocks of casein and considerable future 
commitments. Negotiations are in hand 
for spreading over these commitments for 
raw material. 


HALEX, LTD.—Travelling more than 
28,000 miles and visiting seven countries in 
three-and-a-half months, Mr. A. H. Munroe, 
export sales manager of Halex, Ltd., has 
just returned from the Far East firm in the 
belief that, in spite of changing conditions, 
there is a worth-while future for British 
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trade in this populous region of the world 
“if British manufacturers send the right 
goods at the right prices.” He pointed out 
that one-third of the Halex export products 
go to Far Eastern countries. 

As regards Hong Kong, the embargo on 
supplies to China has caused a decline in 
trade, but a certain amount of business is 
still being done with Macao and Formosa. 
In Siam, Mr. Munroe found that American 
goods at very cheap prices predominated in 
the markets, but there was considerable 
development afoot to make the country less 
dependent on imported goods. Imports into 
India have been severely controlled with a 
view to encouraging the country’s industries, 
with the result that a number of British 
manufacturers have either set up factories 
of their own or made arrangements with 
Indian manufacturers for them; this, thinks 
Mr. Munroe, is a guide which might well 
be followed. In Pakistan, conditions were 
easier, and import licences more easily 
obtainable. 


THE PROJECTILE AND ENGINEER- 
ING CO., LTD.—In view of the great 
interest shown by visitors last year, The 
Projectile and Engineering Co., Ltd., held 
a second annual “Open Day” at their 
works at Acre Street, Battersea, London, 
S.W.8, on July 12, when much of the plant 
was in operation in conditions as near 
normal as circumstances permitted. Visitors 
were able to see the range of “Peco” 
injection moulding machines in course of 
construction and under test. A photograph 
appears on our Contents Page in this issue. 


BLYTHE COLOUR WORKS, LTD.— 
The directors have declared an interim 
dividend, on account of the year ending 
December 31, 1952, of 124 per cent., less 
Income Tax. 


RESINOID AND MICA PRODUCTS, 
LTD.—A new brochure titled “ Plastics for 


_ Industry,” issued by Resinoid and Mica 


Products, Ltd., contains an informative sur- 
vey of the various methods of manufacture 
of plastics articles. A two-page chart com- 
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pares the properties of the different types of 
plastics materials used in industry. Copies 
of this brochure can be obtained on applica- 
tion from Resinoid and Mica Products, Ltd.. 
28, Queen Anne’s Gate, Westminster. 
London, S.W.1. 


CASE DEVELOPMENT CO., LTD.— 
The directors announce the sudden death, 
on May 14, of Thomas Hall Burnham, 
managing director and one of the founders 
of the company. 


E.M.B. CO., LTD., have appointed Mr. 
E. G. Holberry, A.M.I.Mech.E., M.L.Prod.E., 
as works manager in succession to Mr. J. 
Abberley, recently resigned. Mr. Holberry 
has been with Wilkins and Mitchell, Ltd., 
for the past 25 years. 


UNIVERSAL METAL PRODUCTS, 
LTD., announce the following staff appoint- 
ments: Mr. J. G. Wilson, general sales 
manager; Mr. J. Kenyon, sales manager, 
Plastics Division; Mr. W. Stevenson, sales 
manager, Metal Department. 


SUNVIC CONTROLS, LTD., Sunvic 
House, 10, Essex Street, Strand, W.C.2, 
manufacturers of temperature control and 
measurement equipment, announce _ that, 
owing to their extending interests in Europe, 
they have found it necessary to open a 
Continental office at Skindergade, 38, Copen- 
hagen K., Denmark. 


DR. W. E. de B. DIAMOND, director of 
the British Plastics Federation, has been 
elected chairman of the London Branch of 
the Chartered Institute of Secretaries. 


CHEMICAL RESEARCH LABORA- 
TORY (TEDDINGTON, MIDDLESEX).— 
Open Days are being held at the Chemical 
Research Laboratory, Teddington, Middle- 
sex, September 23-26, 1952. Industrial firms 
wishing to send representatives and who are 
not already on the Laboratory’s mailing list, 
should apply to the Director, before 
August 31 for invitations to the following 
sessions: September 23 (2.30-5.30 p.m.), 
September 25 and 26 (10.0 a.m.-1.0 p.m., or 
2.30-5.30 p.m.). 





Part of a display of safety equipment at a special exhibition which the Austin Motor 
Co., Ltd. opened at their showrooms at Longbridge last month, with the object of 


focusing attention on the importance of safety measures in industry. 


All the 


exhibits are in use at the Austin Works. Each exhibit is numbered and a panel of 


press-button switches enables the visitor to locate further details. 


Exhibits of 


plastics interest include an ‘‘ Alkathene”’ apron, “ Helvinized’’ cotton gloves, and 


p.v.c. coat and leggings. 


A list of the exhibits issued by the Austin Motor Co., Ltd. 


points out that the low resistance to tearing ‘of the ‘‘ Alkathene’’ apron may be 
overcome by wearing it under an ordinary canvas apron. 
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GLASS FIBRE PLASTICS. — The 
Council of the British Plastics Federation 
has called an informal meeting at its offices 
at 47, Piccadilly, London, W.1, at 2.30 p.m., 
on August 14, to discuss the machinery 
which might be set up within the Federation 
to cater for firms interested in reinforced 
low-pressure glass-fibre plastics. Any non- 
member firms interested are asked to 
communicate with the Director of the 
Federation at the above address. 


PLASTICS FAIR.—The first technical 
fair and production exhibition of the 
German plastics industry will be held in 
Diisseldorf, October 11-19. Exhibitors will 
include about 110 firms showing plastics 
materials and productions, and about 40 
makers of plastics machinery. A series of 
lectures to be given during the Exhibitior. 
will deal with economic problems and the 
chemistry and physics of plastics. Further 
information can be obtained from 
Nordwestdeutsche Ausstellungsgesellschaft 
m.b.H., Ehrenhof 4, Diisseldorf. 


REFRESHER COURSE FOR WORKS 
ENGINEERS.—An opportunity for works 
engineers throughout the Eastern Region to 
obtain up-to-date information about efficient 
utilization of heat and power is being 
offered through a special refresher course 
which is being organized by the Ministry 
of Fuel and Power at the Cambridge 
University Engineering Laboratories, 
September 22-26. This will be the first time 
such a course has been held in the Eastern 
Region. The course will include a number 
of lectures by specialists, and amongst 
papers being given will be those dealing 
with steam, gas and electricity utilization; 
economical use of compressed air; applica- 
tion of heat pumps and gas turbines; 
insulation of buildings and hot surfaces; 
boiler plant operation and instrumentation; 
refrigeration plant usage; heating. hot water 
supply and ventilation; boiler feed water 
treatment and self-generation of electricity 
and use of exhaust steam. Further informa- 
tion can be obtained from the Fuel 
Efficiency Secretary, Ministry of Fuel and 
Power, Brooklands Avenue, Cambridge. 


DECHEMA MONOGRAPHS.—Volume 
20. Twenty-three lectures delivered at the 
recent “European Convention of Chemical 
Engineering” held at Frankfurt am Main in 
conjunction with the XXVe Congrés 
International de Chimie Industrielle and the 
Achema X, will shortly be published as 
Dechema Monographs, Vol. 20. The lectures 
deal with basic chemical engineering, auto- 
matic measuring and control devices in the 
laboratory and works, continuous chemical 
processes, realization of extreme conditions 
in chemical engineering, and materials and 
corrosion. Further particulars obtainable 
from Dechema. Deutsche Gesellschaft fiir 
Chemisches Apparatewesen, Frankfurt am 
Main 13. 


N-BUTYL ALCOHOL.—The chemical. 
physical and physiological properties of 
n-butyl alcohol, solubility data and appli- 
cations, are described in a new technical 
information bulletin of Carbide and Carbon 
Chemical Co., 30, East 42nd Street, New 
York 17. 


LABORATORY P.V.C. GLOVE.—Con- 
tinuing their policy of developing a com- 
prehensive range of gloves to satisfy all 
trades and applications, James North and 
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Sons, Ltd., Hyde, Cheshire, have now intro- 
duced a p.v.c. fabric-supported laboratory 
glove. These gloves are specifically designed 
for use by laboratory personnel handling 
corrosive chemicals, test equipment, or pilot 
scale plant. The durability of these gloves 
is exceptional and they afford the flexibility 
and sensitivity of touch which are essential 
for laboratory operations. Produced in a 
red colour designed to alert the operative 
to a sense of caution, and highly resistant 
to almost all chemicals and abrasion, these 
gloves are individually pressure tested before 
despatch, thus ensuring the fullest possible 
protection to the user. The manufacturers 
draw attention to their Technical Advisory 
Service, and prospective users of p.v.c. 
gloves are invited to avail themselves of the 
research facilities maintained by them. 
Technical Bulletin No. 4, relating to the 
p.v.c. fabric-supported laboratory glove, is 
available free on request to James North 
and Sons, Ltd., Hyde, Cheshire. 


“VYBAK” flexible injection-moulding 
compounds are dealt with in a brochure 
recently issued by Bakelite, Ltd., 18, Gros- 
venor Gardens, London, S.W.1. A selection 
from the wide range of colours available is 
presented in colour printing. There are 
also brief notes on moulding equipment and 
moulding conditions, e.g., cylinder design, 
choice of mould metal, temperature control, 
and the need to examine the sprues occa- 
sionally for discoloration which may 
indicate overheating. Properties are tabu- 
lated for three grades of ‘‘ Vybak.” 


“EVERITE” STANDARD TRIM.— 
Evered and Co., Ltd., Surrey Works, 
Smethwick, 40, have just issued their new 
catalogue on Standard Trim which the 
company has developed during the past 
20 years. It represents a selection of 36 
different types and shapes of fittings suit- 
able for engineering products, each type 
being produced in a large number of 
different sizes. The products range from 
door knobs, handles and door pulls to tap- 
wheels, lamp-stand bases and _ ventilator 
grids. To define the sizes available the 
catalogue contains 36 pages with excellent 
tabulated engineering blue-prints of each 
type. The scheme has been developed so 
that the buyer should be made free of 
mould costs. 


SILICONE RUBBER.—The plant now 
being constructed in Britain by Albright 
and Wilson, Ltd., for the manufacture of 
silicones is expected to come progressively 
into full production during 1953. To meet 
the steadily increasing demand for silicone 
rubbers, these will be the first silicone pro- 
ducts to be made in Britain. Already 
certain grades of silicone rubber are being 
manufactured, though not without partial 
dependence upon imports from America. 
All silicone rubber sold by Midland 
Silicones, Ltd., 49, Park Lane} London, W.1, 
will be called “Silastomer.” This name, 
which is a registered trade mark of Midland 
Silicones, Ltd., will be given to both the 
imported Dow Corning “ Silastic” and also 
the material made in Britain. As far as 
possible, grades of “ Silastomer” will be 
manufactured to correspond with the 
imported grades of * Silastic,” whose use is 
established in Britain. 
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BAKELITE LTD.—On July 17, a 
luncheon was given by Bakelite Ltd., at the 
Rubens Hotel, Westminster, to Mr. C. D. 
Philippe, manager of the company’s Vybak 
Thermoplastics Unit, to celebrate the 25th 
anniversary of his joining the company, 
Mr. Philippe served the company at Greet 
and at Darley Dale, before going on to 
Tyseley to assist in the erection of the 
present works. Later, his interest in the 
behaviour and manufacture of laminated 
materials led to his transfer to the Research 
and Development Department to work 
mainly on problems connected with lamina- 
ted gears. This in turn led him on to the 
application of laminates to aircraft, in which 
he worked closely with the de Havilland 
Co., Ltd. During the war, at the request 
of the Ministry of Aircraft Production, he 
took up an appointment with them as senior 
technical officer. After the war Mr. 
Philippe returned to Bakelite Ltd., to take 
up his present position, and has since been 
closely concerned in the development of 
p.v.c. production in the company works at 
Aycliffe, Co. Durham. 


SILVER SPRAYING.—Earle Products, 
Ltd., of 26, Percy Street, London, W.1, 
inform us that they are taking over a 
factory in London Road, Bishop’s Stortford, 
Herts, where they will operate their special 
silver-spraying process for the coating of 
plastics paper, cardboard, etc. The results 
are claimed to be of exceptionally high 
quality. 


E. K. COLE, LTD.—At the annual general 
meeting of E. K. Cole, Ltd., held on July 24, 
Mr. E. K. Cole, chairman and managing 
director said that in spite of difficult 
conditions towards the latter part of the 
year, the Plastics Division increased its 
turnover and operated profitably, and this 
was due in no small measure to the success 
of efforts made to secure the utmost 
efficiency. It has further strengthened its 
technical facilities and installed additional 
plant. It is hoped that by continually 
exploring the potential market for plastics 
products suitable for its manufacturing 
capacity, the Plastics Division will be able 
to maintain and increase its turnover. 


BRITISH INSULATED CALLENDER’S 
CABLES, LTD.—The directors announce 
that they have accepted with regret the 
resignation of Mr. P. V. Hunter as a deputy 
chairman as from August 31, 1952. At that 
date Mr. Hunter will be in his 70th year and 
is desirous of reducing his commitments. He 
will, however, continue as a non-executive 
director and at the request of the company 
will remain on the boards of several of the 
subsidiary companies. 





P.L.G.S.—A meeting was held at. West 
Hill on July 22. The results were:— 

Plastics Goblets (Stableford Bogey Four- 
somes). Winners: J. T. Hyde (Hyde 
Plastics, Ltd.) (18), partnered by B. T. 
Francis (Bakelite, Ltd.) (20), with a score of 
37% pts. Runners-up: F. A. Garrett (Rootes 
Mouldings, Ltd.) (5), partnered by D. 
Sullivan (De La Rue Extrusions, Ltd.) (17), 
with a score of 37 3/16 pts. 

Airborne Trophy (Stableford Bogey). 
Winner: H. E. Harden (Erinoid, Ltd.) (12), 
353 pts., after a tie with C. H. Guyatt 
(Mosses and Mitchell, Ltd.) (12), with the 
same number of points, but Mr. Harden 
had the better score for the last nine holes. 
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The “Lancastrian” 50-ton Moulding Press 


This article describes the first fully automatic compression-type moulding press to be designed and produced in this country. 


It was exhibited 


at the 1952 British Industries Fair by Foster, Yates & Thom, Ltd., of Blackburn. 


HE “Lancastrian” 50-ton moulding 

press is, in every sense, completely 
automatic from the powder measurement 
and feeding to 'the final ejection and 
checking of the finished mouldings, and 
reinstitution of the moulding cycle. 

Fully automatic moulding of this 
description has, of course, been available 
in the U.S.A. for a number of years, and 
the increasingly urgent need for such a 
machine has been making itself felt in 
the British moulding industry, among 
large and small producers alike, for many 
years. 

As one might expect, to achieve 
trouble-free full automaticity in a com- 
plex machine of this type, the press 
remained in its experimental and 
development stage for a considerable 
time. Each stage of development, and 
the accompanying trials, was carried out 
in close co-operation with one of the 
largest moulding producers in_ the 
country, under actual production con- 
ditions in the moulding shop. Only by 
this means could the full capabilities and 
performance of the press be fully tested 
and proved. That the press operated 
and produced continuously throughout 
the two-weeks’ period of the B.LF., 
giving faultless performance, is an indi- 
cation of how well the makers have 
succeeded in ‘their enterprise, and focuses 
more sharply the future competitive 
aspects likely to be encountered in the 
field of compression moulding. 

The saving of labour cost, even when 
only one press is employed, is an obvious 
economy which few moulding manufac- 
turers can afford to overlook. | Where 
batteries of 10, 20 or more presses are 
involved the need for fully automatic 
machines, from the labour-saving factor 
only, is self-evident. 


There are, however, several additional ° 


advantages of varying importance, 
according to the type of production being 


1.—Hopper. 2.—Powder feed control cylinder. 
3.—Flexible p.v.c. powder feed pipes. 4.— 
Electrically-heated platen and dies. 5.—Front 
air ejector. 6.—Electric motor 5 h.p. 7.— 
Towler pump. 8.—Air-tight oil tank. 9.—Main 
hydraulic cylinder. 10.—Pressure gauge. 11.— 
Breathing timer (up to 10 secs.) 12.—Curing 
period timer (up to 10 mins.) 13.—Top platen 
temperature gauge. 14.—Bottom platen temper- 
ature gauge. 15.—Top platen temperature 


control. 16.—Bottom platen temperature 
control. 17.—Breathing switch. 18.—Push- 
button contro! panel. 19.—Pressing speed 


control valve. 20.—Pressure control valve. 


. tion. 


undertaken. Significant savings on tool- 
ing costs can be effected where small 
quantities are a feature of the produc- 
Hitherto it has been necessary to 
use large multi-cavity moulds in order to 
offset the cost of the operator’s time in 
servicing the press. If a press can be 
left unattended, however, the number of 
impressions can be considerably reduced, 
and such tools cost only a fraction of 
that for a larger tool and, incidentally, 
permit of greater freedom should 

















modification of a moulding become 
necessary. Another feature of using 
tools with a small number of cavities is 
the speed with which they can be manu- 
factured, thus enabling full production to 
be achieved weeks ahead of the time 
necessary when moulding along conven- 
tional lines. ; 

Elimination of the human factor by 
the fully automatic machine makes for 
the continuous production of consistent 
and identical components. Both cycle 





Fig. 1.—The “ Lancastrian’’ 50-ton fully automatic moulding press. 
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and curing times are repeated faithfully 
and the accurate measurement of 
powder not only produces less rejects, 
but also keeps the flash to the lowest 
practical minimum. Hence, the saving 
of powder alone, in many cases, can be 
as high as 10 per cent. These are factors 
that apply equally to long or short 
production runs. 

The total time cycle of the “Lan- 
castrian ” moulding press is 15 seconds, 
plus curing time, which naturally varies 
according to the nature of the component 
and powder used. 

The model under review is designed to 
operate with tools of up to six cavities, 
having a maximum feed of 4 cu. ins. of 
loose powder per cavity. With a platen 
area of 24 ins. by 12 ins. and a daylight 
and stroke of 2 ft. 6 ins. and 12 ins. 
respectively, it is generally possible to use 
existing moulds from norma] compres- 
sion moulding presses, and to handle a 
wide variety of work. The use of the 
press is, of course, limited to moulding 
without inserts. 

The structural details of the press 
frame are very similar to all other 
presses in the “ Lancastrian” series. It 
is fabricated as a complete box-section 
unit, after which it is stress relieved and 
machined. This method of manufacture 
ensures absolute rigidity and alignment 
throughout the life of the press and, in 
addition to these functional aspects, it 
provides for all the ancillary equipment 
of the press to be totally enclosed within 
the frame, thus making the unit com- 
pletely self-contained. The press is very 





Fig. 3.—The 
fully 


50-ton 
moulding _ press. 


* Lancastrian ”’ 
automatic 
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Fig. 2.—Details of powder feed control cylinder. 
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21.—Quantity adjustment piston. 22.—Powder feed roller. 23.—Access hole to adjustment screw. 
24.—Flexible powder feed pipes. 25.—Rack and pinion. 26.—Powder feed control slides. 27.—Hopper 


accessible from the routine maintenance 
point of view and, as can be seen from 
the accompanying illustrations, its clean 
lines and the convenient placing of the 
various gauges and controls all contribute 
to its extremely modern, but yet robust, 
appearance. 

On the front of the press is mounted 
the powder hopper, feed control and 
measuring cylinder, together with the 
controls which comprise pressure gauge 
(10), calibrated in tons and Ibs. per sq. in. 
on the ram, pre-breathing timer (11), 
curing-period timer (12), top and bottom 
temperature gauges (13 and 14), top and 
bottom platen temperature controls (15 
and 16), breathing switch (17), push- 
button control panel (18), and pressing 
speed control valve (19). 

Setting the press for any given cycle of 
operation is very simple. The timer (11) 
is set to the time required before breath- 
ing and the timer (12) is set to the time 
required for the final cure. If breathing 
is not required, the breathing switch (17) 
is turned to “ without breathing.” The 
height to which the tool will lift during 
breathing is determined by a simple and 
easily adjusted cam, as is the position for 
the slow-down of the ram prior to the 
moulds making contact. 

The hydraulics are supplied by a 
motorized flange-mounted Towler “ Elec- 
traulic” axial plunger pump (7) and, 
used in conjunction with this, is a 
patented combined unloading relief valve 
(20). The pump operates on the swash- 
plate principle and has three large and 
three small plungers, the large plungers 
being four times the area of the smaller 
ones. When a predetermined pressure 
has been reached, the large plungers are 
by-passed under no load within the pump 
and the small plungers maintain pressure, 
blowing-off at the relief valves. Since 
the capacity of the small plungers is only 
one-fifth of the total capacity of the 


pump, it will be readily appreciated that 
the required ram pressure can be fully 
sustained, within the very close limit of 
i per cent. at very little more than 
“idling load.” This not only makes for 
considerable economy in the consump- 
tion of electric power, since the sustained 
or curing period is usually the longest 
part of the cycle, but also the oil is 
maintained at a much lower temperature 
and the whole unit is extremely quiet in 
operation. 

During normal operation it is only 
necessary to use the automatic start 
button, but for setting purposes push- 
button control is provided for the inde- 
pendent operation of the main ram and 
hydraulic ejectors. 

As mentioned earlier, the automatic 
and consistently accurate metering of the 
powder is an essential requisite in a press 
of this type, and a reliable means of 
attaining this leaves only the infrequent 
filling of the powder hopper, which has 
a capacity for approximately 10 hours’ 
production, to the human element. Fig. 2 
shows details of the patented powder- 
metering and feed mechanism. 

Inside the main housing is a hardened- 
steel roller (22), along the length of 


‘which are bored six equally spaced trans- 


axial cavities. A piston (21) is fitted into 
each cavity, and this can be easily 
adjusted externally to vary the free 
volume within the cavity by an Allen key 
inserted through the hole (23) providec 
in the main housing. Here it should be 
mentioned that the surfaces of both the 
bore of the main housing and the outside 
diameter of the roller are superfinished 
to avoid leakage of powder from the 
trans-axial cylinder and possible resultant 
jamming. 

The powder is fed from the hopper 
(27) through the control slides (26) into 
the cavities, the roller rotates through 
120 degrees and the powder falls by 
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gravity through the feed tubes (24) into 
the moulding cavities. The roller is 
later turned back through 120 degrees by 
means of a rack and pinion (25), which 
is operated by a double-acting hydraulic 
ram, and each cylinder is refilled ready 
for the succeeding cycle. 

Individual feed tubes can be isolated 
by pulling out the control slides, thus 
shutting off the powder supply from the 
main hopper to the measuring cylinders. 
The six feed tubes can, therefore, be 
used to feed six individual mould cavities 
or one big cavity with a maximum 
volume of 24 cubic ins. or any combina- 
tion between these extremes. 


Method of Operation 

After filling the hopper with powder 
and setting the controls to reproduce the 
required cycle, the operator should check 
the quantity of powder being delivered to 
each cavity. This can be done either by 
weighing or by producing sample mould- 
ings, using the single-cycle control. After 
a few trial mouldings have been produced 
and the necessary adjustments made, the 
scale pan at the rear of the press is set to 
fall when charged with the full number 
of accurate mouldings. 


Once this procedure is completed 
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automatic moulding can begin, and the 
cycle will continue unless automatically 
stopped by the production of an under- 
weight moulding, faulty ejection or a 
shortage of moulding powder. 

When the automatic start button is 
pressed a solenoid is energized which 
swings the powder feed tubes (3) into 
position over the cavities. When these 
are in position the powder feed ram 
moves forward, rotates the feed roller 
(22) and feeds the powder into the cavity. 

As the powder feed ram moves for- 
ward it also starts a time delay, at the 
end of which the powder feed tubes 
return to their original position, where 
they are immediately refilled in readiness 
for the succeeding cycle, and the main 
ram falls at the speed of 5 ins. per 
second. At the pre-set position the ram 
slows to the selected pressing speed of 
between ;‘« in. and 4 in. per second, and 
applies the selected pressure for the time 
set on the pre-breathing timer (11). 

When the set time has elapsed the ram 
opens to a height governed by the cam 
previously mentioned, dwells, recloses 
and applies the full set pressure for the 
curing period as set on the curing timer 
(12). 
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When curing is completed the main 
ram is automatically returned. The early 
part of its stroke is achieved by means of 
the hydraulic top ejection rams, which 
ensure that the mouldings are stripped 
from the punches and remain in the 
cavities. After rising an inch or so the 
return. pressure is automatically trans- 
ferred to the high-speed side-return rams. 
When the main ram reaches its top 
position where, incidentally, it is 
hydraulically cushioned, the bottom 
hydraulic ejection is brought into opera- 
tion by a solenoid, and the front air 
ejector, actuated by a cam on the air- 
control valve, shoots forward and 
transfers the mouldings to the scale pan 
at the back of the press. If the mould- 
ings are accurate in weight, the scale pan 
falls and the cycle automatically recom- 
mences. If the full weight of the 
mouldings is not placed on the scale pan, 
the cycle does not recommence and, 
after a short delay determined by an 
ingenious escape mechanism controlling 
a solenoid, an alarm bell rings to attract 
the attention of the operator. 

Every operation through the automatic 
cycle is fully interlocked. Each opera- 
tion must be fully completed before the 
following operation can commence. 


Plastics Exhibits:‘at Achema X 


T the Achema X Exhibition held in 

Frankfurt, May 17-25, interest was 
divided between the protective coatings of 
synthetic elastomers, polyvinyl chloride and 
polythene in various forms. One firm 
offered an absorption plant for nitrous gases 
consisting of three towers in rigid p.v.c., 
5 metres high and 500 mm. diameter, con- 
taining sieve bottoms and Raschig rings 
made in the same material. It had a capa- 
city of 360 cu. m. per hour at 40 per cent. 








concentration of drained acid. The fan was 
also constructed in rigid p.v.c., with a clear 
semi-rigid p.v.c. inspection window welded 
into one of the two sevarators. Another 
fan in rigid v.v.c. had the grooves in the 
rotor, provided for holding the vanes, of 
such design as to show only the slightest 
notch effect. 

Several types of jugs and buckets were 
displayed. The conventional ones in poly- 
thene or p.v.c. were with and without lids 
(dip-sticks being inserted through the edge 
of the lids), but one type (Fig. 1) had a 
glass-clear p.v.c. sheet, 3 mm. thick, welded 
into the rigid p.v.c. shell which was 3.5 mm. 
thick over the width of the visible inspec- 
tion glass gap and scale. Both the scale and 
name plate were printed on paper, embedded 


Fig. 1 (Left) — Rigid 
p.v.c. bucket with 
visible inspection gap 
and scale protected 
by transparent p.v.c. 


Fig. 2 (Right) — Poly- 

thene bucket re- 

inforced at rim and 

bottom, and handle 
of rigid p.v.c. 


on both sides in thin p.v.c., and giving a 
total thickness of 0.5 mm. The scale was 
welded in between the protruding rigid 
p.v.c. sheets. 

Another bucket (Fig. 2) in polythene, had 
the rims and bottom reinforced by welded 
inserts of a very strong, though less corro- 
sion resistant, plastic; the handle was in 
rigid p.v.c. 

Polyisobutylene was offered for tank 
linings, pumps, fans, and lap-welded shapes. 


One exhibit was noted offering chlorinated 
rubber and isocyanate-type lacquers. Both 


types were displayed in a wide range of 
colours, and give excellent finished hardness, 
as well as good adhesicn to metal, wood or 
concrete. 
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Technique and Design of 


Pin - point 


Gating with 


Injection Moulds—IV 
By W. M. HALLIDAY 


AVING now considered in some 
detail the main characteristics of 
conventional gating, i.e., the effects of 
size and shape on flow action, the tech- 
nique and underlying principle of the 
“pin-point” gating method may be 
more readily understood. 

Bearing in mind the descriptions, given 
earlier in this series, of the two main flow 
patterns obtaining respectively with the 
large capacity and constricted kind of 
gate opening, of conventional cross- 
sectional size and shape, it will be 
appreciated that the really critical por- 
tion of the injected stream is the rela- 
tively hot, free-flowing and more fluid 
inner core layer. 

The object sought by the new gating 
technique is, therefore, to ensure a style 
of runner and gate channel, particularly 
in regard to their size/capacity relation- 
ship, which is capable of inducing a flow 
pattern allowing the hot mobile inner 
core to be chiefly utilized for feeding the 
cavity. As far as possible the purpose is 
to restrain the much cooler and more 
sluggishly moving boundary layers of the 
stream from entering the cavity at all. 

In point of fact this new technique of 
gating is able to make far more effective 
use of this critical viscous inner core 
layer of the flowing stream than is 
feasible with ordinary gate designs in 
current use. The outer cool layers of the 
stream lying in the enlarged runner 
channel adjacent to the pin-point gate 
have practically no mobility and con- 
form more to the character of a tube 
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through which the hotter inner layers 
may freely flow in the most facile 
fashion, through the highly restricted 
gate opening and into the cavity. 

The more or less static and relatively 
cool boundary layers in contact with the 
side walls of the runner channel in the 
mould also act in the nature of an 
insulating band, to protect the hot inner 
core against heat loss into the mould. 
This insulating band also serves to 
minimize friction and drag between the 
flowing material and the relatively cool 
surfaces of the mould, thereby reducing 
the tendencies towards turbulence and 
swirling of the kind described earlier in 
this article in connection with conven- 
tional types of runner/gate channels. 

The degree of resistance offered by the 
almost stationary cool outer layers of 
the stream lying against the sides of the 
runner channel to the movement of the 
hot inner core layer, will be considerably 
less than the friction normally arising 
when the entire stream flows through the 
gate opening. 

The cross-sectional area of this vital 
mobile inner core layer will, of course, 
be very many times smaller than that of 
the whole stream contained in the runner 
channel immediately behind the pin-hole 
gate opening. The object, therefore, of 
‘ pin-point ” gating is to provide a con- 
necting (gate) channel between runner 
end cavity of just sufficient size to admit 
this mobile inner core, and to allow same 
to pass into the cavity in the swiftest 
manner without suffering any appreci- 
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Fig. 1.—Chief design features employed in connection with 


Pin-point gating. 
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able reduction in temperature, fluidity or 
velocity. 

By utilizing this inner core of the flow, 
and employing a substantially larger 
capacity of runner channel, the adoption 
of phenomenally minute gate openings is 
made possible, since the major portion 
of the stream does not have to flow into 
the cavity. 

Because of the minute size of the gate 
opening, both as regards its cross- 
sectional dimensions and length, as will 
be more fully explained, an exceedingly 
small surface area is presented to the 
flowing stream and, therefore, little or 
no chilling action will occur on the 
material passing over that point. 

From this explanation it will also be 
noted that the size of runner channel is 
of almost equal importance with that of 
the actual gate opening. In practice it 
will be necessary to give considerable 
attention to the capacity, and lay-out of 
runner channels, and their capacity 
relationship to pin-point gates. 
Generally, runners of very much greater 
relative cross-sectional area will be 
employed than with conventional 
runner/ gate designs. 


Design Requirements with Pin-point 
Gates 

Fig. | shows some of the chief design 
features to be preferentially employed 
with this new gating technique. 

The first feature to be noted is that 
the runner and gate openings are both 
circular in cross-section, with equal half 
portions formed in each mould block, 
these being accurately matched together. 
This shape is the most satisfactory for 
the reasons already stated in the section 
dealing with conventional gate shapes. 
Rectangular or trapezoidal gates may be 
employed, of course, but certain modi- 
fications may be required to eliminate 
unduly rapid or extensive chilling of 
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two simple moves... 


hand operated injection 


MOULDING MACHINE 


FRANCIS SHAW AND CO LIMITED MANCHESTER II 


Industry's Headquarters for the best in plastic machinery 
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4t3 always berter to kuow/ 


. .. before you take the plunge, take a look! KNOW where you’re heading for—because 
if you’re wanting precision mouldings you’re heading for trouble if you don’t place your 
order with a top-quality precision moulder . . . a moulder such as DERWENT. 


get to know DERWENT 


Derwent Plastics Ltd., Stamford Bridge, York. Tel: Stamford Bridge 294 
n.d.h.856 
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Having developed a special inorganic bond M. and I. are able to 
supply built-up mica, known as High Heat Micanite, which, like 


block mica, is self-supporting at high temperatures. 


High Heat Micanite is specially suitable for unsupported electrical 
heating elements and resistances and it may be used as an alternative 


to block mica in many other applications. 


With the growing requirements of the Defence Programme there 
are many instances where High Heat Micanite can be used instead 
of block mica with benefit both in respect of cost and delivery, with 


the added advantage that it is available in comparatively large pieces. 





High Heat Micanite 











| Maintains its electrical properties at high temperatures. 


2 Is suitable for unsupported electrical heating elements, surface heaters, all 
types of resistances and heating elements on voltages up to 600 where the 
temperature of the micanite does not exceed 500°C. 


3 Is produced in thicknesses up to 0.060”: density 2.4 to 2.5. To ensure 
adequate mechanical strength a minimum thickness of 0.020” is recommended. 


4 Is produced in flat pieces only (cannot be shaped or moulded.) 
5 Is available in lengths up to 40”. 


As the machining of High Heat Micanite requires special facilities and experience, 
M. and I. prefer to supply it in pieces cut to size and ready for use. 





THE MICANITE & mi INSULATORS Co. Ltd 


Empire Works - Blackhorse Lane 


Walthamstow -« London - €E.17 





Branch Offices at Birmingham, Cardiff, Glasgow, Manchester and Newcastle-upon-Tyne and representatives in most countries throughout 
the world. 
Manufacturers of Micanite (Built-up Mica Insulation). Fabricated and Processed Mica. Paxolin Laminated Materials. Panilax Laminated 
Materials and Mouldings. Empire Varnished Insulating Cloths and Tapes. High Voltage Bushings and Terminals. Distributors of Micoflex- 
Duratube Sleevings, Micoflex-Durasleeve (Plastics-covered flexible metal conduit) and Kenutuf Injection Mouldings (P.V.C.) 
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material in the minute gate, on those 
portions in contact with the blank 
mould block, and not contained in 
the runner channel in the opposite block. 

It will next be observed the termina- 
tion of the runner channel is carried very 
much closer to the edge of the cavity 
than with orthodox runner/gating. This 
is necessary in order to obtain a com- 
mensurately short length of gate opening 
through which the hot inner core only 
is to be passed. 

The maximum distance allowable 
between the end of the runner channel 
and the edge of the cavity being fed, viz., 
the length of gate opening, is about 
0.030 in. Very often, in practice, accord- 
ing to material being used, this dimension 
has to be considerably reduced, some- 
times by as much as SO per cent. so that 
the length of gate opening does not 
exceed about 0.015 in. 

Length of gate as conditioned by the 
extension of the runner is extremely 
important. An over-long gate channel, 
of pin hole size as normally exipioyed, 
would incur some danger of too rapid 
radiation of heat from the passing charge 
to the cold mould, together with the 
resultant risk of freezing the inner core 
layers of the charge before reaching the 
cavity. 

It will also be advisable to employ a 
runner channel having a much larger 
cross-sectional area than is customary 
with conventional runners. The propor- 
tion between cross-sectional area of the 
pin-point gate and that of its runner 
channel may be anything from 1/Sth to 
1/12th, according to circumstances sur- 
rounding the design and shape of the 
moulded article being produced. 

The termination of the runner channel 
should not be finished perfectly square 
after the manner shown in the small 
sectional view A, at the extreme right of 
Fig. 1. This junction wall should pre- 
ferably be finished off half-spherically in 
each block as indicated in the lower view 
B at the right. Alternatively, the forma- 
tion may be conical with well-rounded 
corners blending smoothly to the entry of 
the gate channel as indicated in heavy 
broken line on diagram B. The object of 
this is to impart as little deflection as 
possible to the flowing material, so that 
its straight-line movement in the runner 
channel will be duplicated in the gate 
channel. 

Fashioning the end-wall of the runner 
channel in this manner greatly assists the 
flow of the critical inner core layers, and 
so eliminates turbulence and _ swirling 
action in the stream. 

As with conventional runners and 
gates the surfaces of the pin-point gate, 
etc., should be highly polished, and com- 
pletely devoid of slight steps, roughness, 
nicks or other faults liable to impair flow. 
The two halves of the runner and gate 
channels should also be accurately 
matched to avoid overlapping at the 
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Fig 2.—Half-round or trapezoidal gate cut in one of the mould blocks 
to facilitate mould making. 


sides, for the reasons already explained 
earlier. 

The actual pin-point gate channel in 
relation to the runner channel and the 
main parting line joint of the mould is 
illustrated most clearly by reference 
to the section view taken across line 
X——xX. 

Sometimes it may be impracticable to 
employ a cylindrical pin-point gate as 
illustrated, owing to the location of the 
cavity wall, or the interaction of cores, 
or because of exceptional machining 
difficulties presented when making the 
mould. In such circumstances it would 
be quite feasible to use a half-round gate 
channel cut into one mould block after 
the manner shown at Fig. 2. On the 
other hand, the trapezoidal gate form 
may be found more advantageous from 
mould manufacturing angles. 

The cylindrical pin-hole gate split 
axially on the centre line by the mould 
parting joint is to be preferred for the 
following reasons. With the half-round 


‘or trapezoidal shape of gate located 


wholly in one mould block the hot centre 
core layers of the gate stream will lie 
off-set from those in the runner channel, 
and a certain amount of deflection in 
flow will result. 

Furthermore, the large flat surface of 
the mould block containing no gate 
channel will cause more rapid chilling of 
the outer layers of the stream passing 
that point. This, in turn, will create a 
disproportion in the insulated area, to 
overcome the resistance of which greater 
injecting pressure would normally be 
required. This insulating area would 
also tend to impede the flow and so 
retard the hot mobile centre layers from 
entering the cavity with the maximum 
velocity and fluidity. 

To overcome these difficulties when 
using the half-round or trapezoidal gates, 
it would be necessary to make the area 
equivalent to that of the cylindrical gate, 
and also to increase effective injecting 
pressure. 

Sizes of Pin-point Gates 

Regarding the critical dimensions to be 
employed with pin-point gates, the length 
requirements have already been men- 
tioned, i.e., not exceeding about 0.030 in. 


In certain circumstances this may be 
reduced to about 0.020 in. or less, but it 
will be unwise to make such reduction 
at the expense of a too close approach to 
the cavity wall. 

Current practice in the use of pin- 
point gates is to make the cross-sectional 
area from about 8 to 12 times smaller 
than the runner channel feeding it. With 
multiple impression moulds employing a 
branched type of runner system, the 
cross-sectional area of the main feeding 
channels should be from 14 to 2 times 
that of the various branches so that there 
is a uniform decrease in runner-gate area 
throughout the system. 

With a completely new mould having 
pin-point gates the area of these openings 
initially provided before testing the tool, 
should be maintained round about 0.005 
to 0.001 sq. in., or approximately 0.020 
to 0.034 in. diameter in the case of the 
cylindrical gate. 

During the later proving stages it may 
be found necessary to enlarge the gate 
area but such increase should not be 
carried beyond about 10 per cent. of the 
original size, that is, it should rarely 
exceed about 0.002 sq. in. 

If, after making such an increase to the 
maximum value, it is found that incom- 
pletely filled mouldings are still being 
formed, corrective advantage will be 
derived by increasing the area of the 
runner channel, and/or slightly decreas- 
ing the length of the affected gate. An 
increase in the injecting pressure will also 
be found useful in overcoming such 
objections by permitting a quicker flow 
and more rapid fill of the cavity. 

When using a half-round or 
trapezoidal form of gate channel, the 
length should be restricted to the dimen- 
sion noted above in respect of the truly 
cylindrical gate, but often the cross- 
sectional area may be less. This can be 
made approximately 1/10th that of the 
area of the runner channel with most 
general kinds of moulded article of 
simple shape. For intricately shaped 
components, however, the area may have 
to be slightly increased beyond such pro- 
portions, or alternatively some enlarge- 
ment effected to the runner. 


(To be continued) 
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Fencing of Hydraulic Presses 


ETHODS for safeguarding heavy 

hydraulic presses are dealt with in a 
Report of the Joint Standing Committee on 
Safety in the Use of Power Presses which 
has been submitted to the Chief Inspector 
of Factories and is now published (“ Fencing 
of Hydraulic Presses,’ H.M. Stationery 
Office, 1s.). 

The increasing use of hydraulic presses in 
industry and the considerable development 
in their size and working speeds necessitated 
the setting up of a sub-committee of experts 
to consider ways of safeguarding operatives 
against risk of trapping at the tools of these 
machines. The report of the sub-committee, 
which has been adopted by the Joint Stand- 
ing Committee with few amendments, 
proposes two forms of guard as appropriate 
—the sliding screen guard and the photo- 
electric safety device. It is considered that 
sliding screen guards effectively controlling 
the electrical equipment afford an effective 
physical protection, and that there is an 
appropriate field for a safety device on the 
photo-electric principle. . The report also 
contains recommendations to be observed in 
connection with the electrical equipment of 
these machines, and stresses the need for 
effective inspection and maintenance of the 
safety device and those parts of the machines 
which affect safe working. 


Trapping Accidents 

Trapping accidents have occurred on 
hydraulic presses in one of two stages of the 
cycle of operations. First, when an opera- 
tor was within the trapping area with the 
press not in motion, the slide had dropped. 
Secondly, when the press was making a 
closing stroke the operator or other person 
had inadvertently or with intent reached 
into the danger area. 

Prevention of the descent of the slides is 
ultimately dependent on the maintenance of 
fluid pressure in the return cylinders, and it 
is important, therefore, that there shall be 
no failure of this pressure sufficient to allow 
a closing movement to occur, such as might 
cause trapping. Uncovenanted closing of 
the press may also take place in the event 
of the slides becoming detached from the 
supporting rams by reason of mechanical 
failure. Where slides are suspended through 
members in tension, very careful considera- 
tion should be given to design with a view 
to avoiding localized overstressing, as 
variability in size, shape and contour of 
press tools can lead to irregular distribution 
of loading which may have adverse effects 
on the members of the suspension system. 

The prevention of an _ uncovenanted 
closing stroke can be achieved, provided the 
closing movement is not accompanied by 
hydraulic pressure, by the introduction of 
scotches sufficiently strong to sustain the 
suspended weight of the slides and attached 
tools. This method is employed on presses, 
used in the plastics moulding industry, 
where these are supplied from a central 
source of hydraulic power with accumula- 
tors. 

It is general practice for presses to be 
provided with an emergency control, the 
operation of which results either in arresting 
the closing movement or the reversal of this 
movement. Wherever such devices do not 


exist the present report recommends that 
where practicable they should be fitted. 

All the presses examined by the Com- 
mittee were fitted with safety devices whose 
object was, firstly, to prevent movement of 
the slides taking place while persons had 
access to the trapping zone and, secondly, 
to prevent access to the slides while they 
were in motion on the closing stroke. These 
were of two classes, one consisting of a 
sliding screen which when closed prevented 
access to trapping area and the other a 
photo-electric light barrier which as long as 
it was interrupted prevented slide movement. 
Certain of the guards examined, however, 
were not operative when the presses were 
set on the inching control. 

All these safety devices exercise a control 
over the electrical control circuits of the 
presses and it is important to determine 
whether such a form of control gives an 
adequate basis for safety. Electrical con- 
trols are usually two stages removed from 
the main hydraulic circuit and the main- 
tenance of safe conditions must therefore 
depend on the effective maintenance of 
co-ordination between the electrical controls 
and the hydraulic controls. If, for example, 
at a time when the operator was reaching 
into the die area to feed or remove work, 
the pressure in the return cylinders were 
dissipated through an uncovenanted opening 
of the appropriate control valve, a dangerous 
situation would ensue. 

The Committee have not received any 
evidence of failure of co-ordination between 
the electrical and hydraulic controls leading 
t» dangerous conditions and are of the 
opinion that the interlinking of safety 
devices with the electrical controls is 
appropriate to the modern self-containing 
hydraulic press, but they consider that in 
the design and arrangement of the controls 
any failure thereof should, as far as is prac- 
ticable, give “ failure to safety.” 


Screen-type Guards 

Where a screen type of guard is used it 
may be either hand operated both for open- 
ing and closing, or it may be power-assisted 
in one or both directions. On the larger 
hydraulic presses examined, the guards are 
themselves heavy structures and care must 
be taken to see that in themselves they 
cannot inflict injury. The hand-operated 
guard should be suitably counterbalanced 
and, in addition, devices should be fitted to 
prevent the sudden uncontrolled descent of 
the guard in the event of failure of the 
balanced weight suspension. A  power- 
operated guard offers certain advantages, 
but the Committee are of opinion that a 
vertical moving guard of this type should 
rise to close, and that any type of power- 
operated guard should be capable of being 
held by the operator against the drive. 

The screen guard should be of substantial 
construction and when closed should, in 
conjunction with the structure of the press, 
prevent access of any part of any person to 
the trapping area. Each guard should 
control switch gear linked to the press 
control circuits so as to ensure that (a) when 
the guard is other than completely closed, it 
will not be possible to initiate a closing 
movement either by the continuous cycle, 


single cycle or any normal production 
control; and either (b) during closing strokes, 
the guard cannot be opened, or (c) during 
closing strokes opening of the guard will 
cause the slide(s) to be arrested or reversed 
forthwith on any normal production control. 
When a guard can be opened during the 
opening stroke, opening of the guard should 
not cause the slide to be arrested at inter- 
mediate positions. 


Photo-electric Safety Devices 

To give a reliable standard of safety, a 
photo-electric device should ensure (a) that 
as long as a person is interrupting the light 
curtain, the press slide cannot be brought 
into closing motion, and (b) in the event of 
interruption of the curtain while the press 
is making a closing movement, the slide shall 
be arrested before trapping can occur. 

While condition (a) can be readily satis- 
fied, condition (b) is not so easy of fulfilment 
for it requires consideration of such 
factors as the position of the light curtain 
in relation to the trapping area and the 
overall speed of response of the press- 
arresting characteristic. Clearly, if a person, 
in falling or plunging his hand into the die 
space should reach the edge of the trapping 
area before closing motion has ceased an 
accident may follow. 

On a single-acting press with a moderate 
speed of approach these conditions are met 
effectively, but the Committee are not able 
to say, with the high approach speeds now 
either practised or contemplated, that con- 
dition (b) can be met. Nevertheless, they 
feel that every effort should be made by 
press designers in conjunction § with 
electrical and electronic engineers, to 
develop this device, for its advantages are 
substantial. It imposes no additional 
work on the operator, such as is involved 
with a hand-operated guard, and does not 
impose any addition to the cycle time. 

In the present Report the Committee have 
not dealt with presses which have manually 
controlled valves. A committee of the 
British Plastics Federation has already pub- 
lished a report containing appropriate 
standards of guarding for machines of 
similar type used in plastic moulding 
processes. 
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The following abstracts have been made from specifications at the Patent Office, with the permission 
of the Controller of H.M. Stationery Office. The country of origin for Convention Applications 


is shown in parentheses. 


Complete specifications can be obtained from the Patent Office, 25, 


South Buildings, London, W.C.2, price 2s. 8d. each (including postage). 





Pp 


B.P. 664,910. Capless collapsible tube or 
container to be sealed by toothbrush.  E. 
Rogers. 

The tube may be made of metal, paper or 

any of the plastic range of materials. 
B.P. 664,954. Moulding compositions for 
gramophone records and the records thus 
produced. To: N.V. de Bataafsche Petro- 
leum Maatschappij (Conv. U.S.A.). 

The composition contains 100 parts by 
weight of copolymers of vinyl chloride 
(87 per cent.) and vinyl acetate and 8 to 
40 parts of a resin-extending plasticizer 
(mixtures of certain high molecular weight 
aromatic hydrocarbons). 

B.P. 664,957. Textile bobbins. F. P. 
Douglas (Conv. Australia). 

The main tubular body is preferably 
made of “ Bakelite,” the end flange (metal; 
laminated paper; fabric) being combined 
with the body during moulding. The other 
flange is similarly combined with a moulded 
insert screwed into the main body. 

B.P. 664,958. Closure devices for con- 
tainers. J. C. Kirby. 

The valve member used with a non-screw 
rotary cap is formed from tough, slightly 
resilient plastic material. 

B.P. 665,045. Cigarette extinguisher and 
receptacle. D. Bennett. 

The container holding a single cigarette 
may be made of metal or plastic. 

B.P. 665,110. Condensation products of 
furfural and monohydroxybenzenes. To: 
British Thomson-Houston Co., Ltd. (Conv. 
USS.A,). 

B.P. 665,121. 


Method of manufacturing 
frames for spectacles. K. Dolezal (Conv. 
Czechoslovakia). 

The frame, including the bridge and side 
arms, is moulded as an integral unit from a 
plastic capable of molecular orientation by 


cold pressing. When using a transparent 
plastic the lenses may be moulded with the 
frame. 

B.P. 665,144. Spectacles. 
Ltd., W. Jameson. 

The curl is secured to an inner metal butt 
without affecting the polish of the plastic 
outer butt. 

B.P. 665,161. Spectacle frames. 
Co., Ltd., G. D. Rosser. 

The tendency to fracture at the connection 

of hinge plate and plastic side piece is 
reduced by a specially shaped metal stamp- 
ing for a two-barrel hinge member. 
B.P. 665,162. Process for the manufacture 
of porous plastic masses. To: Soc. An. des 
Manufactures des Glaces et Produits 
Chimiques de Saint Gobain, Chauny and 
Cirey (Conv. France). 

Thermoplastic resins of the vinyl polymer 
type are mixed with a gas-generating agent 
(decomposed by heating) obtained by con- 
densing hydrazine hydrate with benzil. 

B.P. 665,182. Attachment for dispensing 
bottled foodstuffs and the like. T. Lays. 

The attachment, having a closed compart- 
ment with liquid-tight lid, a passage through 
which the foodstuff passes when tipping the 


Walter Jameson, 


Hadley 


container and a drainage passage may, e.g., 
be made of a methyl methacrylate resin. 


B.P. 665,191. Preparation of resinous 
materials and polymerizable compositions 
for producing the same. A. H. Stevens. 
comm. from: American Cyanamid Co. 

Clear, colourless gels for coating com- 
positions, for clear, colourless cast articles, 
etc., are prepared by polymerizing one or 
more triazine derivatives of a certain 
formula. 


B.P. 665,195. Water-soluble synthetic resin- 
ous compositions. H. Hoenel. 

Impregnating agents, adhesives, etc., con- 
tain (1) certain hardenable low-molecular 
methylol compounds; (2) an alkyd resin; (3) 
ammonia or equivalent. 


B.P. 665,196. Heat-sealing adhesive sheets 
or tapes. To: Johnson and Johnson (Gt. 
Britain), Ltd. (Conv. U.S.A.). 

A mending sheet or tape has several poly- 
meric coatings (vinyl chloride acetate 
copolymer) on a flexible backing. 


B.P. 665,197. Synthetic resins. G. E. Little, 
H. F. Bondy. 

The resins are prepared by the condensa- 
tion of phenolic bodies with formaldehyde 
added to resorcinol to form, e.g., with 
further additions a gap-filling glue for wood. 


B.P. 665,202. Terminations and joints for 
electric cables and artificial resins adapted 
for use therein. Enfield Cables, Ltd., R. C. 
Milner. 

The resins are derived from a liquid 
polyester resin mixed with styrene and a 
catalyst and copolymerized. 


B.P. 665,272. Linear polymers and process 
of preparing the same. To: Wingfoot Corp. 
(Conv. U.S.A.). 

The new class of *‘ polyesterthioesters ” is 
prepared by condensing a dicarboxylic acid 
chloride with one or more bifunctional com- 
pounds containing hydroxyl and mercapto 
groups. 

B.P. 665,275. Feeding comminuted board 
forming material for pressing. British Arti- 
ficial Resin Co., Ltd., W. J. Fischbein. 

B.P. 665,276. Presses for the manufacture 
of continuous web material. British Artificial 
Resin Co., Ltd., W. J. Fischbein. 

The machine of the caterpillar type is 
intended for manufacturing wall boarding in 
continuous wall form from a layer of a 
mixture of sawdust and a binder such as 
phenol formaldehyde or urea formaldehyde. 
It is characterized by a long radius curved 
guide for the upper platen chain. 

B.P. 665,293. Method of making denture 
bases and moulding composition therefor. 
S. Myerson. 

The composition comprises 40 to 60 per 
cent. of a synthetic resin (methyl metha- 
crylate) having a colouring (pink) material 
distributed internally and on the surface, 
and 40 to 60 per cent. of a synthetic colour- 
less resin, with certain sizes of the clear and 
the coloured granules. 


B.P. 665,309. Resinous compositions, par- 
ticularly for insulating purposes. To: 


249 


Westinghouse Electric International Co. 
(Conv. U.S.A.) 

The composition contains maleic anhy- 
dride, adipic acid, glycerol, monoethanola- 
mine, ethylene diamine. 

B.P. 665,345. Moulds for the manufacture 
of composite wood and like plastics. M. 
Berman. 

A plurality of rigid hollow mould-plates 
is held apart by adjustable resiliently tele- 
scopic spacing means. Each mould-plate 
can be heated or cooled. 

B.P. 665,451. Piezoelectric plastic material 
and method of making same. To: Technical 
Assets Inc. (Conv. U.S.A.) 

Finely divided piezoelectric crystal mate- 
rial in a fluid body of thermosetting plastics 
(phenol-formaldehyde base plastics; phenol- 
furfural compounds; acrylates; methacry- 
lates) is subjected to mechanical and elec- 
trical oscillations until sufficiently oriented. 
The plastic material is then solidified. 

B.P. 665,452. Method and apparatus for 
making artificial piezoelectric elements. To: 
Technical Assets Inc. (Conv. U.S.A.) 

B.P. 665,479. Production of aqueous dis- 
persions of interpolymers and of moisture- 
proof sheet wrapping materials coated 
therewith. W. Berry, C. R. Oswin, J. Kay. 
To: British Cellophane, Ltd. 

B.P. 665,601. Electrically insulating mate- 
rials. To: N. V. Philips Gloeilampen- 
Fabrieken. (Conv. Netherlands.) 

Cotton fabric, paper, cork powder, wood 
flours used as fillers are heated before 
impregnation with an artificial resin (e.g., 
phenol, cresol, urea-formaldehyde resins) so 
that decomposition occurs without carbon- 
izing destruction. 

B.P. 665,609. Thermal insulating members 
for refrigerator cabinets. P. P. Ryan. To: 
St. Regis Paper Co. (Conv. U.S.A.) 

A structure is built up of panel sections 
of preformed laminated plastic material 
composed of layers of fibrous sheets impreg- 
nated with and consolidated by a thermo- 
setting resin containing sealed-in hollow 
compartments filled with loosely packed 
thermal insulating material. 


B.P. 665,638. Production of rods, tubes, 
coverings on wire and like elongated 
articles from polytetrafluorethylene and like 
plastic materials. S. T. Deakin. To: 
British Mechanical Productions, Ltd. 

A controlled amount of powdered mate- 
rial is fed into the nip of a pair of pressure 
rollers forming a funnel-shaped conduit 
followed immediately by sintering. 


B.P. 665,645. Extrusion apparatus for 
covering cores or forming tubes. British 
Insulated Callender’s Cables, Ltd., E. Tunni- 
cliff, A. B. F. G. Richardson, I. K. Fisher. 
The arrangement of the self-centring head 
and the gradual reduction of the cross- 
sectional area for the flow of stock facilitate 
the obtaining of uniform wall thickness. 


B.P. 665,672. Coated wood product. A. R. 
Welch. (Conv. U.S.A.) 

The plywood product is characterized by 
a continuous smooth outside layer of a 
mixture of synthetic thermosetting resin and 
discrete wood particles. 

B.P. 665,673. Method of and apparatus for 
making wood products. A. R. Welch. 
(Conv. U.S.A.) 
B.P. 665,754. Manufacture of articles from 
non-metallic laminar materials. R. J. Ware- 
ing, L.C.L, Ltd. 
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B.P. 665,758. Process for fluidifying mix- 
tures mainly comprising highly polymerized 
polyvinyl acetates. A. Dawant, K. Elias. 

Colophony and _ tetrachloronaphthalene 
are incorporated. 

B.P. 665,773. Method and apparatus for 
forming container closures. To: Dewey and 
Almy Chemical Co. (Conv. U.S.A.) 

Linings on containers (glass jars) based on 
polyvinyl chloride resins are heated to con- 
vert the paste to the gel by a large volume 
of heated air of 5 degrees F. above fluxing 
temperature propelled against the lining so 
that fluxing occurs within 60 secs. The 
closures are then quickly removed from the 
heating zone. 
B.P. 665,776. 
H. W. Nelson. 

Cylinder and piston are made from nylon. 
B.P. 665,778. Needle threading apparatus. 
C. O. Griffith. 

Transparent plastic sheeting is used as lens 
holder and for a slide bar. 

B.P. 665,779. Screw caps for bottles and the 
like. International Bottle Co., Ltd. J. A. 
Maier. 

“ Polythene ” may be used for the closure. 
B.P. 665,795. Electric dry shaver. J. T. 
Harris. Comm. from: Richard and Ammann 
S.A. 

The body serving as handgrip may be 
made of synthetic plastic material. 

B.P. 665,938. Adding and _ subtracting 
instrument for British monetary and weight 
units. J. Debogorski. 

An abacus of a special kind with wooden 
or plastic discs. 

B.P. 666,052. Compounding, mixing and 
sheeting of plastic material. James Ferguson 
and Sons, Ltd., S. A. Ede. 

A mill, for moulding materials made 
from a phenolic or urea resin with fillers, 
includes a pair of rolls rotating at different 
speeds with deflecting means near the feed- 
ing point and a stripping knife along the 
whole length of the faster roll. 

B.P. 666,083. Clothes clip. H. Kierulf. 
B.P. 666,085. Insulator for aerials. A. 
Kennedy, R. Owen. 

A di-pole type insulator as used in con- 
nection with television receivers. 

B.P. 666,142. Fluid sealing devices for 
electrical conductors. Hayward Tyler and 
Co., Ltd., V. Ivanoff. 

Plastic material is used for flexible insula- 
tion, including a thrust member surrounded 
by a_ synthetic-resin bush (polyvinyl 
chloride). 

B.P. 666,158. Bobbins and like yarn pack- 
age supports. To: British Celanese, Ltd. 
(Conv. U.S.A.) 

Flange and barrel elements may be i.a. of 
thermoplastic or thermosetting moulding 
compositions. 

B.P. 666,161. Toilet paper container. 
Pountney and Co., Ltd., J. S. Elkin. 

B.P. 666,173. Interpolymers. To: United 
States Rubber Co. (Conv. U.S.A.) 

B.P. 666,204. Lighting fitting combined 
with loudspeaker. L. L. L. Petel. (Conv. 
France.) 

Sound reflectors are of “ Plexiglass.” 
B.P. 666,217. Thermosetting wood-filler 
composition. To: Bakelite Corp. (Conv. 
U.S.A.) 

A thermosetting (urea-formaldehyde, or 
phenol-formaldehyde or melamine-for- 
maldehyde) resin in a certain combination 
with a pigment and an oil. 


Plastic hypodermic syringe. 
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B.P. 666,222. Optical lenses. 
trical and Musical Ind., Ltd. 

An optical projection screen, e.g., for 
television, is pressed from a sheet of methyl 
methacrylate resin with a certain rib 
arrangement to form a plurality of recti- 
linear prismatic elements. 


B,P. 666,241. Battery cases. To: 
cordia Electric Safety Lamp Co., Ltd. 

Polyethylene is used for container and 
cover. Terminal plugs are fused in by 
injecting polyethylene at a certain tempera- 
ture and pressure into a confined space 
within die members holding the plugs. 
B.P. 666,244. Mixing vessel. H. W. 
Eisner. To: Precision Plastics, Ltd. 

The container comprises a plurality of 
integrally formed hollow cylindrical or 
frustoconical portions. 


To: Elec- 


Con- 


B.P. 666,250. Process for the preparation 
of rapidly hardening castable phenol- 
formaldehyde resins and tension-free cast- 
ings produced therefrom. To: Nederlandse 
Organisatie voor Toegepastnatuurwetens- 
chappelijk Onderzoek ten behoeve van 
Nijverheid, Handel en Verkeer. (Conv. 
Netherlands.) 


B.P. 666,252. Barrels, kegs and like con- 
tainers and methods of making same. V. 
Hagopian. 

Series of concave plies are impregnated 
with a synthetic-resin adhesive (phenol- 
formaldehyde or urea-formaldehyde deriva- 
tives, a vinyl chloride-acetate copolymer 
solution), then subjected to (internal) 
pressure and heat. 


B.P. 666,269. Resin-forming composition 
and resins formed therefrom. To: N. V. 
de Bataafsche Petroleum Maatschappij. 
(Conv. U.S.A.) 


An adhesive bond to a metal from lead 
to magnesium in the electro-chemical series 
includes an ester of an olefinic monohydric 
alcohol and is particularly of value in the 
manufacture of plywood overlays (alu- 
minium foil between wood surface and 
decorative paper). 


B.P. 666,299, B.P. 666,300. Manufacture of 
resin solutions suitable for making lacquers, 
and prepared from resinous ethylene oxide 
derivatives of phenols. To: CIBA, Ltd. 
(Conv. Switzerland.) 


B.P. 666,319. Contact lenses. 
bloom. (Conv. U.S.A.) 


A contact lens made from synthetic resin 
has a special shape, preventing the edge of 
a conical section peripheral to the corneal 
section from digging into the eyeball; 20 to 
25 lenses of the new type cover the range 
of all eyeballs, as compared with 400 lenses 
of previous types. 


B.P. 666,353. Apparatus for fabricating 
strip stock from plastic materials. R. C. 
Rahm. To: Polymer Corp. (Conv. U.S.A.) 
A pair of rolls direct plastic material 
(nylon) downwardly to the cooling bath. 
The material is fed to the entrance nip 
between the rolls by a screw-feed device. 


B.P. 666,357. Manufacture of eyes for dolls 
and like toys. T. G. Szpring, J.F.J. Pro- 
ducts, Ltd. 

The eyeball is formed of opaque and 
transparent “ Perspex” (methyl-methacry- 
late polymer). 


W. Fein- 


-B.P. 666,390. 
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B.P. 666,362.  Plasticized vinyl halide 
resins. To: British Thomson-Houston Co., 
Ltd. (Conv. U.S.A.) 


When polyvinyl chloride is plasticized 
with a mixture of polymerizable materials, 
in addition to non-polymerizable plastici- 
zers, a composition of good tensile strength 
is obtained with greatly reduced flow at 
temperatures as high as 150 degrees C. This 
is important for electrical insulations. The 
mixture comprises an unsaturated alkyl 
resin and, i.a., tricresyl phosphate. 


B.P. 666,387. Advertising signs. K. G. 
Post, A. E. Hardwick. To: Raysigns, Ltd. 


Light is transmitted from a source inside 
a rotating drum having zones of different 
colours on bands around the drum through 
this drum to the back of a panel with trans- 
parent or translucent lettering. The whole 
surface of the drum is provided with 
closely spaced holes and a sheet of trans- 
parent material with an irregular surface is 
placed between drum and panel. “ Perspex” 
and cellulose acetate bands may be used 
(apart from glass). 


Interpolymerization. To: 
United States Rubber Co. (Conv. U.S.A.) 


B.P. 666,395. Roller bearings and races 
therefor. N.H. Mackrow. 


A race is made from synthetic plastic 
material. Two hollow cylindrical hub parts 
with a flange on one side are pressed one 
into the other so that the flanges form the 
side walls of the race. 

B.P. 666,410. Anion exchange resins. D. 
Whittaker, G. F. Allen, I-C.I. 

B.P. 666,449. Containers for soap. W. K. 
Rivett. 


B.P. 666,456. Rubber and plastic com- 
pounding and warming machines. Francis 
Shaw and Co., Ltd., R. O. Shaw. 

A special scraper assembly is intended to 
reduce wear and to improve the removal of 
compound. 


B.P. 666,458. Closure combined with a 
valve for bottles and other containers. 
C. G. Ross. To: Ross Products, Ltd. 


“ Alkathene” is a good material for 
making the valve washer, except when pour- 
ing petrol, for which polyvinyl chloride 
may be used. 


B.P. 666,469. Smokers’ ash _ receptacle. 
A. J. Gaskin. (Conv. Australia.) 

The ash tray moulded from suitable 
plastic material includes at least one magnet 
to attach it to a vertical surface on a 
ferrous support. 


B.P. 666,501. 
S. G. Dehn. 
Co. 


A cohesive, non-adhesive rubber film on 
one side of the paper, a thin flexible wax 
film (e.g., from synthetic waxes) on the 
other side. 


B.P. 666,530. Olefin-vinyl acetate copoly- 
mers and vinyl resins plasticized therewith. 
To: Carbide and Carbon Chemicals Corp. 
(Conv. U.S.A.) 

B.P. 666,539. Mixtures of interpolymers. 
To: United States Rubber Co. (Conv. 
U.S.A.) 

B.P. 666,557. Manufacture of the phenol- 
aldehyde type of resin. To: Lewis Berger 
and Sons, Ltd. (Conv. U.S.A.) 


Self-sealing wrapping paper. 
Comm. from: Munising Paper 
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ask your moulder.. . 


This is the sixth in a series of announcements designed to assist Buyers in 


purchasing plastics moulded articles or components. 


Particularly in the sphere of design the well-equipped, fully-experienced moulder can give yeoman service. Design 


in this sense is used to cover both the visual form (or styling) of the product and also the mould used for it. The 


two are inter-related and it is of infinite advantage to have both creative designers and tool draughtsmen working 


together in close association. A moulder who has such a service available is in a position to style your product 


completely. Or he may be able to adapt the design of a product made in other materials so that it can be moulded 


economically in plastics; or, from your own drawings to suggest slight modifications which enable the product 


to be moulded more satisfactorily or at a reduced cost. 


This service, where it exists, is 
invariably offered free of charge; 
so if you are a Buyer of plastics 
mouldings on a substantial scale, 
make sure that the service is there, 
even if you do not plan to use it at 
the moment. You may want it 


some day. 


The tool designer checks details of the 
prototype model. Here creative designer 
and tool draughtsman work in the closest 


consultation. 


If in doubt, ask STREETLY 


The Streetly Manufacturing Co. Ltd. makes mouldings in thermosetting and thermoplastic materials and specialises in long 
runs of the highest quality mouldings. A high percentage of its regular output is of mouldings for manufacturers of electrical 
equipment and accessories. If you have a moulding job in view, call in Streetly for practical, down-to-earth advice. 


THE STREETLY MANUFACTURING CO. LTD., 


STREETLY, SUTTON COLDFIELD, Nr. BIRMINGHAM. TELEPHONE: STREETLY 78411. TELEGRAMS: BANG STREETLY 
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THE TROISDORF RANGE OF 
PLASTICS MATERIALS 
NOW AVAILABLE, INCLUDES (inter alia):— 


SYNTHETIC RESINS—Phenolic, Cresylic, Urea, Melamine: 


MOULDING POWDERS—Both THERMOSETTING and THERMOPLASTIC, for all types 
of press, and for all techniques. 


SHEET, ROD and TUBE based on Nitro-cellulose, Cellulose-acetate, Vinyl co-polymers, 
Polystyrene, Vulcanised Fibre, Poly-iso-butylene, POLYAMIDE, 
Cast Resins; Polyvinylchloride, particularly the highly specialised 
UNPLASTICISED types which are non-toxic and corrosion-resisting. 


Quotations and full details from:— 


B. J. HAMLIN 


50, CHARING CROSS, S.W.1. 


(junction of The Mall and Whitehall 


Phone: WHItehall 4731 ’Grams: HAMLINPLAS, PARI, LONDON 


* Manufactured by DYNAMIT A-G. (vormals Alfred Nobel & Co.), TROISDORF, W. Germany. 

















Moulds hy 
Experls. 


Injection Mould for 103” 
Sleeping Doll with mov- 
able head, arms and legs. 


Material — STYRENE. 


Specialists in 


MOULDS 
” H.B.SALE LTD. 


FOR PLASTICS 
PROGRESS WORKS, SUMMER LANE, BIRMINGHAM, 19 


Established 80 years. TEL. : CEN 5661/3 GRAMS. : SALE, B’HAM Member of G.T.M.A. 
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PLUS ® @ ® 


ERMETO joints are so reliable that they can be left for years without atten- 
tion. They withstand the highest industrial pressures and are quick and 
simple to use. Vibration does not impair their ' We are always 

efficiency and they can be made, broken 7 pleased to for- 

and re-made indefinitely and still 3 ward copies of 

be pressure - tight under Jags catalogues, price 

the most exacting q . lists, etc., cover- 

conditions. ~~ ing our standard 

' ranges of pipe 
fittings and high- 
pressure valves. 














3 RMETO COUPLINGS 


British Ermeto Corporation Limited + Maidenhead Berks 




















HARRIS —the Plastic Scrap People 


You are assured of fair prices, speedy collections 
and prompt payments if you offer your 





“Perspex” Acrylic 
Cellulose Acetate 
Cellulose Nitrate 
P.V.C. and all other 
Thermoplastic Scraps 





Alfred HARRIS & Co. (Richmond) Ltd. 


MANOR PARK - RICHMOND - SURREY 
Phone: 0028/9 
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&a. 
a, - 
“I’m testing Helvin ‘tailoring,’ Sir.’’ 


«And can we recommend it, Doodlebry?”’ 


‘* Unhesitatingly, Sir. The fit is perfect, the material 
admirably suited to its function.’’ 


** Excellent. 
in industry. Tell them that Helvin, the elastic plastic, 
can be tailored to suit a hundred and one needs.” 


Kindly pass on the name to all our friends 


‘“‘With pleasure, Sir.’’ 


“On second thoughts, Doodlebry, we are being too 


conservative. Tell them a thousand and one.” 





by other economical processes. 


*Helvin 











Produced by 


Subsidiary Company of Bowthorpe Holdings Limited 


CRAWLEY SUSSEX. 


Helvin is an elastic thermoplastic from which a 
wide range of parts can be made by moulding or 
Our catalogue 
No. B209/2 contains illustrations and full details. 


TELEPHONE 
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; 


Smee 


+ 


ELECTRIC LIMITED 


CRAWLEY 747/8/9 





Somewhere in your production line a high grade, 
precision-moulded component can simplify assembly 
and make a cleaner, stronger, lighter and possibly 
less expensive job. 

A KENT MOULDINGS engineer will te happy 
to examine any problem and give you sound and 
honest advice. 


KENT MOULDINGS 


FOOTSCRAY, SIDCUP, KENT FOOtscray 3333 











Makers of high-precision mouldings 
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Supplying Industry's Needs 


FACTORIES 
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Precision Calender with 
three superimposed and 
one offset roller. Flood 
lubrication. 


of DESIGN, SERVICE 
and PERFORMANCE 


iw 
RUBBER AND PLASTICS 
MACHINERY 





The Bridge — Banbury 4;° Cold Feed Plastics 
Patent Mixer. dd) Extruder. (3) 


Precision Calender with High temperature 22° x 


four superimposed 60 Plastics Mill with 
rollers. Flood lubri- 


cation. (2) flood lubrication. (4) 
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Introducing 
R E W Vv RESIN S Some other R.H.C. Products 
FOR 


Polystyrene Moulding Granules 


Styron 475 High Impact Co-Polymer 
Moulding material 


THE PLASTICS INDUSTRY 
Other Moulding Compounds:- 


Cellulose Acetate M.P. 


In addition to our well-known range of Polyvinyl! Chloride Polymer 


: , and compounds 
raw materials for the Plastics and P 


Styrene Monomer 
Surface Coating Industries, we are able J 
Methyl Methacrylate Monomer 


to offer the following products :— Dental Polymer 


Tomlinite Lignin 


Cellulose Acetate Flake 


V Phenolic Moulding Compounds for Acrylic Resins Solutions and 


Emulsions 
all purposes 


Bronze and Aluminium 
Powders 


W Laminating and Bonding Resins 


All types of Thermo-plastic scrap 


W Phenolic and Cresylic Resins 


W Alkyd Resins 








Please address enquiries to : 


R. H. COLE & COMPANY LTD 


2 CAXTON STREET - WESTMINSTER : LONDON : SWI 


Telephone : ABBey 3061 (10 lines) Telegrams : GERATOLE, PHONE, LONDON 
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pcigion plastic 
MOULDINGS 


TO ENGINEERING STANDARDS 





Compression . . Injection . . Fabrication | 
All under the same roof from Enquiry to Production 


Contractors to M.O.S., Admiralty, ete. : A.I.D. Approved 
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Telephone: Telegraphic Address: 
Hounslow 3406-9 Stanmith Phone London 


STANLEY SMITH & COMPANY 


Manufacturers of 


* VITRATHENE ” 


Polyethylene Sheeting 


made entirely from virgin materials in a range of colours and thicknesses 


‘**VITRONE” VINYL PLASTICS 


Rigid Sheets, with polished or matt surfaces. Extrusions in flexible and rigid grades. 


Press Polished Sheets, with a mirror finish 
on one or two surfaces. 


Non-toxic grades for materials in contact Embossed finishes, including Leather and 
with foodstuffs and liquids. fancy grains. 


Glass clear flexible and rigid sheets. 


WORPLE ROAD : ISLEWORTH : MIDDLESEX 














Only the BEST 
is good enough | 


Most of the leading British and American Moulding 
Machines are fitted exclusively with 


ETHER - WHEELCO 
ELECTRONIC CONTROLS 


FOR THE AUTOMATIC CONTROL OF INJECTION 
MOULDING MACHINE NOZZLE TEMPERATURES 


The “ Capacitrol’’ controls electrically heated nozzle temperatures 
with the greatest speed and accuracy possible with any such apparatus. 
It is electronically operated, reliable, moderate in price and has 
greater accuracy than the mechanically operated type. 


The “CAPACITROL” ew 21) Send for DEQ 
TEMPERATURE CONTROLLER LIST No. 


This instrument is fitted as standard to * 
the E.M.B. Machine illustrated. 








ETHER LIMITED 


Tyburn Road, Erdington 
BIRMINGHAM 24 


Telephone: EASt 0276-7 
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HIGH SPEEW 
AUTOMATICS 
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Modern machinery and 





mass production methods give 












you top quality capstan 
and automatic work and 


Sheet pressings at a 





price you afe sure 


to like—and on time. 


GRIFFITHS, GILBART, LLOYD & CO. LTD. 


EMPIRE WORKS - PARK ROAD -_ BIRMINGHAM [8 
Telephone: NORthern 2132/4 




















TT TT TT 
Our New Waste Paper 


BALING PRESS 


has been designed to meet 
a demand of long standing 
for an inexpensive but 
well-constructed and 
strongly made Press, suit- 
able for the average 
business. 


It helps— 


1. To keep your 
Premises clean and 
tidy. 

2. To save Storage 
Space. 

3. To increase the 
value of Waste. 


4. To reduce the 
danger of Fire. 


5. To prevent the 
contents of your 
Paper-baskets _pass- 
ing into unauthorised 
hands. 





rely on 












laigh’s 
for STEARINES 


Haigh’s stearines are playing an im- 
portant part in the manufacture of plastic 
mouldings. Their consistent high quality 
starts with material selection, is con- 
tinued by vacuum distillation and a 
special pressing technique. Moreover, 
colour, melting points and texture are 
reliable batch to batch. 

Inspection samples await your request. 


JOHN HAIGH & CO LTD 


CLAYFIELD OILWORKS, SLAITHWAITE, YORKS. 
Telephone: SLAITHWAITE 266/267 Established 60 Years 








Full details from the manufacturers. 


™ il & TROLLEY co. LTD. 


First Avenue, Team Valley Estate, GATESHEAD-ON-TYNE, 11 
Telephone: Low Fell 77104 and 77105 
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‘Just checking 
out now, Sir’ 


P rompt delivery of Synthite tested Formalde- 
hyde depends on good team work; efficient pro- 
duction at the Synthite factories—careful routing 
and control of the tanker fleet at executive level 
—and, finally, the enthusiasm and skill of the 
crews who drive our giant tankers through all 
weathers to every part of Great Britain. 

Synthite delivery service is a first-class example 
of team work that brings you 
a first-class formaldehyde. 


40% 


ALOE 
Sa by Volume 


Deleterious 
Matter 


Formaldehyde 


Manufactured by Synthite Ltd., West Bromwich, Staffs. 
A Member of the Tennant Group of Companies 
Selling Agents: Barter Trading Corporation, 14, Waterloo Place, 
London, S.W.1 
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MARCO 
RESIN 


@ REINFORCED LAMINATING 
BOAT HULLS, RADOMES, AIRDUCTING 
BULKHEADS, PANELLING, ENGINE 
HOUSINGS, TRAVELLING CASES 


FURNITURE, FISHING RODS, ETC 


@ POTTING & OTHER CASTINGS 
& EMBEDDINGS. CABLE JUNC- 
TIONS, RADIO UNITS, HIGH VOLTAGE 


PANELLING & SWITCH GEAR 


@ IMPREGNATION. CONDENSERS 
TRANSFORMERS, MOTORS & 
MACHINED ARTICLES OF WOOD & 


POROUS MATERIALS OF ANY KIND 


SISM ANVW HLIM YALSAA1Od GALVYUNLVSNN IHL 


SCOTT BADER AND CO. LTD. 
109, KINGSWAY, LONDON, W.C.2 





PLASTICS AUGUST, 1952 


“Weve built ourselves a high reputation... 


as manufacturers of precision components in all types 
of Plastics.” Our advanced methods of 


MOULDING <+ LAMINATING 

MACHINING and FABRICATING 
ensure a high degree of accuracy, econ- 
omical prices and quick delivery. 


Send us your plastic problems—our tech- 
nical staff can offer valuable advice and 
assistance. 








RESINOID &Mica Propucts Lp 


28 Queen Anne’s Gate, Westminster, London, S.W.1 
Telephone : WHITEHALL 8892 


Colonial Works, Mary St., Balsall Heath, Birmingham, 12 
Telephone: CALTHORPE 1303 


Western House, Midland Road, Bristol, 2 
Telephone: BRISTOL 22906 





L3226C 





» 


x 





a 
* & 


_ Two high- mad 
J pockst wallets 


\ per minute! 


g7 N AX RAS 


JYNE V5 


~~ — di Kn Wh & SHARKSKIN 
PLASTIC WELDERS el %& HOG GRAINS 


sl FANCY PATTERNS 
From wallets and handbag accessories il ol 
to raincoats and baby pants—whatever , Ee Van eee SOIT PON 
you use of P.V.C.—you must write for 4 ew, * WALLETS AND BELTS. 


the latest RADYNE welder Brochure. [™ Specify a Gilmar design 


radio heaters Itd T-G:-MARTIN &CO. 
specialists in all pont > frequency heating eng Lavels o f & mpbossing cM% inting RK oblehs 


YH E - RIDGEFIELD - MANCHESTER 2 
WOKINGHAM BERKS ENGLAND OLD COLON ous 
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PREFORMING PROBLEMS can be solved with 


manesty ([()MPRESS|NG macuines 


Recognition of the value of preforming 
grows daily in the plastics industry. 
With a MANESTY Compressing 
Machine, preforming problems are 
at once simplified. Rotary and single- 
stroke machines are available in various 
sizes and outputs. MANESTY punches 
and dies are supplied for any make of 
machine. 














ANS 
PRECISION - BUILT 


Manesty No. 2a Machine. For pellets up to 
14” diam. Output approx. 3,300 per hour 


MANESTY MACHINES LTD. DEPT. 41, SPEKE, LIVERPOOL, 19 


Telephone : Hunts Cross 1972 





Manesty RS2 Machine. For 
pellets up to 13” diam. 
Output 20,000 per hour. 


Telegrams : Manesty, Liverpool, 19 











RUBBER IMPROVEMENT LIMITED 


RILPLATE 





Other Products Include:— 





1. 


Rigid P.V.C. in sheets for Elec- 
trical, Engineering and 
numerous industries. Produced 
in a wide range of opaque 
colours in thicknesses ranging 
from °040” to °250”, press 
polished or matt. 


. RILPLATE ‘“Two-Tone’”’ lami- 


nates are ideally suitable for 
signs, displays, fascias, letters, 
etc., is easily engraved _— 
hard sharp cutters. 


. RILPLATE and “Two-Tone” can 


be manipulated to almost any 
shape or form, is resistant tc 
most oils, acids and alkalis, 
is dimensionally stable at 
normal temperatures and has 
excellent di-electric properties. 


HEAD OFFICE: Leonex 
Works, Hythe Road, 
Willesden, N.W.10 

Phone: Ladbroke 2454 

Grams: Rubberland, Harlesden 
NORTHERN AREA OFFICE: 
22, Upper Camp Street, 
Broughton, Salford 

Phone: Broughton 1549 





RILMOLD 

Cellulose Acetate Moulding 
Powders. 

RILON 

Embossed Unsupported P.V.C. 
Sheet. 

RILPOL 

Press Polished Sheet. 
RILFOIL 

P.V.C. Semi-rigid Foil. 
RILCOM 

P.V.C, Compounds. 

RILENE 

P.V.C, Fine Sheeting. 
DUREVER 

Floor Covering. r 
LEONEX SAFETY 
BELTING 

Conveyor Belting as supplied 
to the Mining and Engineering 
Industries. 

LEONEX 

Food Conveyor Belting as 
supplied tothe Food Industries. 


FACTORY: “Rilex Works,” 
London Road, Welling- 
borough, Northants 


Phone: Wellingborough 2218 
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MILTOID LTD 


STOCKISTS OF 
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CELLULOID 


In Standard size sheets, 54” x 24”, and various 
thicknesses 





BEXOID 
CELLULOSE ACETATE 
Lampshade Sheet. Optical Sheet 


And in sheets, clear transparent, white and black 


The above supplied in standard size sheets 

of 54” x 24” and in various thicknesses. 

Panels cut to required shapes by special 
atrangement 


also 
Special Transparent Range 


of 36 attractive colours 
(10/1000” shickness only) 


FILM 


In clear transparent only 


PLASTIC 
SCRAP 
WANTED 


all types of Polythene, 
Polystyrene mouldings 
and P.V.C. Scrap 


Enquiries to: 


DAVIS BROS. (Metal & Plastics), Ltd. 


20 ALL SAINTS ROAD, LONDON, W.11 
PARK 5639 














BX POLYSTYRENE 


in sheets and rods 








Enquiries for all types of thermoplastics welcomed 








MILTOID LTD 


34/36 Royal College Street, London, N.W.1 














7.A.4358 











MATERIALS 


Phenol and Urea Powders. 
Cellulose Acetate. P.V.C. 
Polystyrene. 


MOULDS 


Injection and Compression 
Moulds. Jigs and tools for 
metal components. 


MACHINES 


Injection and Compression 
Presses. Grinders. Finish- 
: ing Equipment. 


COMPLETE SERVICE TO MOULDERS 


INDUSTRIAL PLASTICS LIMITED 
London and Export Office: 

Piccadilly House, 16-17 Jermyn Street, London, S.W.| 
Telephone: Grosvenor 2848/9 Cables: Ipla London 
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UTILEX LIMITED 
MILL STREET - KINGSTON-ON-THAMES. TEL.: KINGSTON 1660 





DURESTOS 


REGISTERED TRADE MARK 


asbestos felt moulding material 
“3 tough/ 
4, 


Mouldings made from DURESTOS 
asbestos felt moulding material such as 
the bases of these lightweight trays used 
by Courtaulds Ltd. for coned rayon 
yarns and produced in their own mould- 
ing factory at Coventry, possess exceptiona! 
strength, dimensional stability and high heat 
resistance. 


That is why DURESTOS has so many 
varied uses in industry. Mouldings, flat sheets. 
rods, tubes, gears, containers—all these and 
many other applications are eminently suited to 
this versatile new plastic. 


Full particulars from:— 


TURNER BROTHERS ASBESTOS CO. LTD. ROCHDALE 


A MEMBER OF THE TURNER & NEWALL ORGANISATION 
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MASSON 
ROTARY, CUTTER 


UNIFORM GRANULATION 


OF ALL KINDS OF PLASTIC MATERIALS 
AND SYNTHETIC RUBBER. 


Any desired degree of fineness with minimum of dust. 


slow H.P High Output «Made in five sizes. 


BLACKFRIARS ROTARY CUTTERS urn. 


BLACKFRIARS HOUSE, NEW BRIDGE STREET, LONDON, E.C.4 


Telephone: Central 6383 


























CONSULT THE 
ADHESIVES 
DIVISION 





PASCALL — 


mills handle a wide range of materials and effect ultra fine 
particle size reduction. Also effective for blending homoge- Evo-Stik S.H.12 is a One-part cement that will 
neously. Let us help youwith your problem. Tests undertaken sas : « j 
on your material and technical data supplied free of charge cael plastic sheeting to metal, w : 

Outputs range from tons to Ibs. per hour. Economical in use, easy spreading and good 
coverage, it is oil and water resisting, with wide 
y” temperature range. 

Consultation with us on your specific prob- 
Write for list 288 lems will be to our mutual advantage. 
Tel : Paddington 7236 “Special Bonding” leaflet sent on request to: 


EVODE LIMITED STAFFORD 





THE PASCALL ENGINEERING CO., LTD.. 114, LISSON GROVE, LONDON, N.W 1 
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PLASTICS 


The Greeks had a word for it 


When starting the Siege of Troy, the Greeks selected 
three famous warriors for the campaign—ACHILLES, 
despite a certain heel-weakness, as the bravest; ULYSSES 
as the wisest and NESTOR AS THE OLDEST AND 
MOST EXPERIENCED. 


Nestor had already achieved fame by producing certain 
mysterious »owders which could be moulded when 
heated into the wonderful Greek Statues still surviving, 
and of such similarity to stone that modern short- 
sighted Antiquarians have mistaken them for Sculptures. 


Nestor’s methods starting as a Cult in Greek Art and 
Industry, soon became an established Rite, so that the 
magic word NESTORITE to the Ancient Greeks was 
the equivalent of such modern terms as “ O-Kay,” 
** A.r. at Lloyds,” etc. 


But, reverting to the Siege of Troy ... Ulysses had a 
brain-wave for ending a fight which had lasted nearly 10 
years—to build a giant horse, put Greek Warriors inside 
it, leave it outside the gates of Troy and let the Trojans 
capture it. The ruse succeeded and Greek Soldiers were 
soon inside Troy itself. 


We regret that wooden-headed Historians of the past 
thought that the famous horse was of wood whereas 
modern research by more plastic minds has revealed the 
NESTORITE origin of the materials employed. 


The Greeks, aided by Nestor and their ‘* Nestor-Rite ” 
Principle, found ‘new ways of doing things.” To-day, 
THAT’S the whole secret of modern “ NESTORITE” 
SUCCESS, 


A. S. HARRISON & CO. Pty. Ltd., 


85, Clarence St., Sydney, Australia. 
ANDRE BERJONNEAU, 
134, Avenue de Villiers, Paris 17, France. 
JOSE DELCLOS, 
Angel Baixeras, 39, Barcelona, (2) Spain. 
EINAR HOLMARK 
19, Gl. Kongevej, 
Cc h V.D 


Pr . 


JAMES FERGUSON & SONS LTD. 


LEA PARF 


MITCHAM 2283 (5 LINES 


WORKS, PRINCE GEORGE'S RD., MERTON ABBEY, LONDON S.W.19 NEST S SOUPHONE NDON 
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CHEMICALS FOR 
INDUSTRY 





Vv 
FORMALDEHYDE} 


OF UNVARYING QUALITY 


* 


MANUFACTURED BY THE B. N. R. COMPANY, 
BARKING 





Enquiries to the Sole Selling Agents :— 


VICTOR BLAGDEN « CL" 


PLANTATION HOUSE, MINCING LANE, LONDON, 
E.C.3 


Telegraphic Address : 
Blagdenite Fen London 


Telephone : 
MANsion House 2861 


Norwich Union Building, City Square, Leeds 
Leeds 28236 
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Established 1911 | 


/ 


FORTY YEARS, 
OF EXPERIENCE| 


SERVICE * 


U.K, PLASTICS LTD., KINGSTON BY-PASS, SURBITON, SURREY. 
CELLULOID PRINTERS LTD., Subsidiary Company. 





L3336A 








For the grinding of 

all kinds of Pow- 

ders, Chemicals, Minerals, 

Colours, Paints, Enamels, 

etc. Supplied lined with hard 
Porcelain, Silex or special linings, 

and can be insulated to suit particular 
classes of work. 


Send for our free illustrated literature 
STEELE & COWLISHAW, LTD., 
Engineers (Dept. No. 27) 


Head Office and Works: 
COOPER STREET, HANLEY, STOKE-ON-TRENT 


London Office: 329, High Holborn, W.C.I 
- Telephone: Holborn 6023 


Hoshys 1 
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Nylon as a new engineering material, possesses, in 
high degree, the merits of Low Friction Coefficient, 
High Abrasion Resistance, and Resilience. In many 
cases it can also show appreciable cost advantage. 
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TRADE FAIR AND PROGRESS SHOW OF THE GERMAN INDUSTRY 


DUESSELDORF (Western Germany) 11th—19th of October 





Exhibitors: German Firms of the Plastics Industry, Machinery for 
the manufacture of Plastics, including tools and 
testing apparatus, Staple fibre industry and suppliers. 


FAIR ENQUIRY OFFICE : 
NORDWESTDEUTSCHE AUSSTELLUNGS-GESELLSCHAFT m.b.H. 
DUESSELDORF, EHRENHOF 4 Phone: 453 61. 


ENQUIRIES IN ENGLAND: John E. Buck & Co., Brewer Street, Piccadilly, London, W.1. 


TRAVEL IN GERMANY: Before and after the Fair, specialized and holiday trips. Enquiries to Reisedienst GmbH., 
Duesseldorf, Ehrenhof 4 and your travel Agency. 






























PULVERISING 
GRINDING 
CHIPPING 


of all materials 


L. LIPTON LIMITED | 


L. LIPTON LTD. 

PHENIX WORKS 

LAMPRELL STREET 
LONDON, E.3 














Telephone : ADVance 2442/3345 
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LONDON & SCANDINAVIAN 
METALLURGICAL CO LIMITED 











Injection moulds for small 
and intricate articles 


Sole manufacturers of hard 
nickel electroformed cavities 


DIES FOR 
THREE-DIMENSIONAL MOULDINGS 


CHELTON WORKS, GONSALVA ROAD, 
LONDON, S.W.8. MACaulay 5575 
















—— 
FIRE! 


WHERE’S YOUR 


NU-SWIFT? 


The World’s Fastest Fire Extinguishers 
—for every Fire Risk 
Pressure-operated by sealed CO 2 Charges 
NU-SWIFT LTD * ELLAND - YORKS 
In Every Ship of the Royal Navy 


—— 

































































through us, wi 
delay, on the most 
favourable terms, 
and wi troul 








apply en ge: lion pg - either now 
Perham aoe rr settlement oft 
RELIANCE TRADING COMPANY 


13, New College Parade, Finchley Road, London, N.W.3 
TELEPHONE : PRIMROSE 3167 AND 5611 



















f M.C.M. (roots) LTD. 


DESIGNERS AND TOOLMAKERS 


FOR 
COMPRESSION, TRANSFER 
AND INJECTION MOULDS, 
JIGS AND FIXTURES. 















M.C.M. (Tools) Ltd., 
12, DENMARK ST., 
ASTON 


BIRMINGHAM, 19. 
Aston Cross 1878. 





y, 


























FOR 
BAKELITE 


Acetate and other Synthetic 
Mouldings. Modern Plant 
and Facilities 


ANCE CoO. LTD., 
OLD, BURY, LANCS. 


Telegrams : “Bysonite, Bury.” 





APPL 
WOOL 


elephone: Bury 1560-1. 


L 
F 


+ 
















AN IMPORTANT ENGINEERING COMPANY 


REQUIRES 
MODERN FACTORY 


(150,000 to 200,000 square feet) 
BETWEEN LONDON & COVENTRY 


Clear floor space and good loading facilities essential 









Please send particulars of available properties to: 


CHAMBERLAIN & WILLOWS 
23 MOORGATE, E.C.2. CITY 6013 


























AUGUST, 1952 PLASTICS 


allmex Itd London and Birmingham aalamex Itdl London = \— td) London and Birmingham almsex itd 


AAA Pee ak AAA 
con perk \ee Iti London and Birmingham allmae 
or 


oi 


ee |\ A A 


$ \ almmex Itd) London and Birmingham 






































almex td London and Birmingham almex It 


A NASA 


IMPERIAL WORKS - WATERY LANE 
TELEPHONE ViCtoria 0238 - 0327 - 0329 - 0376 (P.B.X) 











BIRMINGHAM - 9 
LONDON 120 MOORGATE LONDON E.C.2 TELEPHONE : Met 964! 





Got! CT 


The dexterity of the 


“compleat angler” excites admiration. 
The performance of Transotape 

is no less spectacular. 

Thousands of users can testify to 

the readiness with which 

this versatile self-sealing medium 
responds to their demands... 


so aptly, so reliably, so economically. 


the prize catch in faster taping ! 


Gosheron can TAPE it! 


JOHN GOSHERON & CO LTD GAYFORD ROAD LONDON W12 


Samples with pleasure 
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BLC (EXPORTS) LTD. 


TELESRAMS—BALACA Hanover Building, 
pianist ian 35/39 Maddox St., 


MOULDING LONDON, W.| 
yo POWDERS 


Direct Associates 


QUALITY GUARANTEED (HOME AND EXPORT) 























M. CALDERON LTD. 
MICHAEL S. STEVENS SPECIALISTS IN 


THE MANUFACTURE OF 
PLASTIC SORAP HEATING ELEMENTS 
PLASTICS MOULDING 
Buyers at Your Works of INDUSTRY 


Injection Scrap, Scrap Cuttings ALL ENQUIRIES TO HEAD OFFICE : 


KESWICK WORKS, KESWICK RD., PUTNEY, S.W.15 2 2 7 U P P E R S T R E E T, 


VANdyke 3345 LONDON, N.| CAN. 4696 


























JOHN CASTLE & Co. Ltd. 


POLYTHENE, Polystyrene, | CATALIN RODS for sale 
Acetate and Perspex. Weare | 3% in. diam., 21 in. long in 
sellers and buyers of these | translucent Amber, Red, Blue 
materials in any form. Tortoiseshell, Honey, Mottle 


and Black. 

POLYSTYRENE CLEAR 

SHEETS, RODSand FOILfor | GRANULATION plantavail- 
SALE. SHEETS 15x24x}in. | able for reprocessing Acetate, 
to 1g in. thick. Rods jin. to | Polystyrene, Polythene and 
1} in. diam., 24in. long. Foil | other Thermoplastic scrap. 
13% in. wide x 3} mils thick in | Materials ground to customers 
coils. requirements. 

All enquiries to:— 


JOHN CASTLE & Co. Ltd. 


5 HURLEY ROAD, LONDON, S.E.11 
Telephone: RELiance 4274/5 




















* INJECTION and 
Jet W ile: COMPRESSION 
PKs MOULD MAKING 
>> a 18 YEARS’ EXPERIENCE 


LEAVER*HILDRICK 


16, MANOR RD., STOKE NEWINGTON, LONDON, N.16 


TELEPHONE : STAMFORD HILL 8977 
ORE so oN eR a aR AIRE 





Moulds for Plastics 


By W. M. Halliday 259 pp. Price 30/- 
(by post 30s. 6d.) 


An aid to Toolmakers in the plastics and pressure 
diecasting industries dealing with mould design, 
construction and maintenance. 


“An important and comprehensive handbook for plastic 
mould engineers and to all those connected with manu- 


facturing plastics products.” —MODERN PLASTICS 


TEMPLE PRESS LIMITED 


BOWLING GREEN LANE, LONDON, E.C.1 

















PIONEERS 
MOULDS 


for MODERN PLASTICS 
also 


PRESS TOOLS, JIGS & GAUGES 


BARBER &@ DUFFY LTO. 


(MEMBER OF THE GAUGE & TOOLMAKERS ASSOCIATION) 
214/222 CARDIGAN ROAD <: LEEDS 
Phone : Leeds 52033 
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PLASTICS MACHINERY 
OF ALL TYPES 


Including :—Presses «- Mixers « High Speed 
Pumping Equipment « Large size Recipro- 
cating Pumps ¢ Large Accumulators 
Rubber Mills -« Calenders 


Offers please, to:— 





0 

ROU 
WOOD LANE, LONDON, W.12 coypan 
*Phone: Shepherds Bush 2070 ’Grams: Omniplant, Telex, London 


STANNINGLEY, Nr. LEEDS SONS AND COMPANY LIMITED 


"Phone: Pudsey 2241 'Grams: Coborn, Leeds Established 1834 











And at Kingsbury (Nr. Tamworth) - Manchester - Glasgow - Morriston, Swansea - Newcastle - Belfast - Sheffield - Southampton - Bath 





P/§21/HP29 (WWD 





T&N Corrugated Fibreboard Cases and 


Corrugated Packaging are used extensively 
for export and home packaging of :— 


FOOD AND CONFECTIONERY * WINES AND SPIRITS 
ELECTRICAL GOODS e RADIO e MOTORING REQUISITES 
CHINA, GLASS, HARDWARE e PAINT e PROPRIETARY 
CHEMICAL PRODUCTS e LEATHER GOODS e BOOKS 
FOOTWEAR e FRESH FRUIT AND CUT FLOWERS, ETC. 


THOMPSON & NORRIS 
Pioneers of Corrugated Packaging 
eile aai iaaiciiiiatii THE THOMPSON & NORRIS MFG. CO. LTD., 
-aT&WN package can take it Great West Road, Brentford, Middlesex. 
Telephone : EALing 4555 
BY LAND, SEA OR AIR pieenabsenge 


FACTORIES ALSO AT CORSTORPHINE, EDINBURGH ~ SHIRLEY, 
BIRMINGHAM ° HISTON, CAMBS. * WARRENPOINT, CO. DOWN. 











PLASTICS 


PRESS DAY.—September issue — Ist post Tuesday, Ai 
-minute additions and alterations accepted by = hay =. 
trade advertisers up until noon. 


RATES.— 6d. per word (minimum 12 words 6/-). Fock Leg om charged 
separately and name and address must be pai Semi-displayed 
setting 50/- per single column inch. Centred lines 15). Series discounts 
of 5% for 13, 10% for 26 and 15% for 52 consecutive insertions allowed to 
trade advertisers. 


TERMS.— Strictly net and prepayable. Monthly accounts for settlement 
by the end of the month following insertion are allowed to trade advertisers 
if satisfactory references are provided. 


REMITTANCES.— Cheques and postal orders should be crossed and 
made ~—— © to, TEMPLE PRESS LIMITED and instructions sent 
to the N , “Plastics,” Bowling Green Lane, London, E.C.1. 


BOX NUMBERS.— Private advertisers desiring to have replies sent care 
of “ Plastics" may do so on payment of |/- to cover booking and postage, 
plus cost of four extra words. To avoid mistakes in forwarding, Box 

Numbers should be carefully and legibly copied and replies sent to Box 
P000, care of “ Plastics,” Bowling Green Lane, London, E.C 
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SITUATIONS VACANT Advertisements.— Advertisers are requested to 
note that the words “ apply Employment Exchange or Schedul led Employ- 
ment Agency ™ must be included in all “ Situations Vacant ” advertisements 
unless the employment offered, or the se required, are excepted under 
the Notification of Vacancies Order, | 


THE PROPRIETORS retain the right to refuse or withdraw advertise- 
ments at their discretion and are not responsible for clerical or printers’ 
errors, although every care is taken to avoid mistakes. 


DEPOSIT SYSTEM faciliti ilabl d. 
advertised goods through " st Plastics.” mn A Im al , syed 
amount deposited, 


HEAD OFFICES: Bowling G Len 4 a don, E.C.l, 
Telephone : Terminus 3636. Telegr >: ieee Fi one, poo me 


ICH OFFICES : 5, Suffolk Street, Bi ham, 1. Telephone : 
_——— 4117-8. 50, Hertford Street, et, Bonigcha Coventry 62464, 
Brazennose Street, Manchester. Telephone : Blackfi rote = 5038-9. 
12, Renfield Street, Glasgow. ‘Telephone : Glasgow Central 14 








BOOKS AND PUBLICATIONS 


“ THEORY OF POLYMERIZATION,” by H. R. Fleck, M.Sc., F.R.I.C. 
Full explanation in simple language, with examples, calculations and exercises 
fl this fundamental aspect of the chemistry of plastics. Illustrated, 144 pages, 

6d. net from booksellers, or lls. by post from the publishers, Temple 
fous Ltd., Bowling Green Lane, London, E.C.1. zzz 


BUSINESSES, PREMISES, OFFICES, ETC. 


WANTED TO BUY. Engineering business with full modern equipmen 
for making injection moulds for plastics. Full details by letter to T. H. 
Sleigh, 79 Watsons Green Road, Dudley, Worcs. 181-26 


BUSINESSES, PREMISES, OFFICES, ETC.—WANTED 


WELL-ESTABLISHED PLASTICS COMPANY wishes to acquire thermo- 
plastic manufacturing business. Principals only are invited to apply in the 
first place to Layton-Bennett, Billingham and Co., Chartered Accountants, 23 
Blomfield Street, London, E.C.2. 181-32 


FINANCIAL AND PARTNERSHIP 
EXCELLENT OPPORTUNITY 
BIG MARKET 

Advertiser having built a new up-to-date plastic factory, second of its kind 
in Bombay; situated best spot opposite Metal Box Co., consisting four 
injection-moulding machines, three 4 0Z., one 6 oz., with several dies; one 
complete extrusion plant; one 200-ton Stoke compression-moulding machine 
press with several dies, including two button dies recently imported from 
B.I.P.; one “ tabletting machine also recently imported from Liverpool. All 
worth over £35,000 with building. Advertiser desires an active partner or 
preferably a concern well experienced in Me r57] willing to be established 
Bombay and run factory. Write Box P8121, care of “ a. 7 

-x82 


MACHINERY, TOOLS AND PLANT 


ALTERNATORS. Diesel sets, electric motors, switch gear, transmission 
equipment, fluorescent lighting and industrial fittings ex stock. Keen prices. 
Contact G. L. Murphy. Ltd., Menston, near Leeds. _7zz-210 

HYDRAULIC PUMPS. The best pumps, best deliveries, best prices, all 
sizes up to 60 g.p.m.. 3,000 Ib. pressure, 120 h.p., three-phase 400-440 volts. 
John Steel. eee, Phone 3551. _182-2907 

“ IMPETUS ” MACHINERY, ex stock, belt grinders or sanders, 4-in. band, 
£7 10s.; none y £15 10s.; ‘also 6-in. model, 13-speed, motorized, 44-in. 
drilling machines, £20; exhaust fans, S compressors, paint-spray plants, etc. 
Catalogue from manufacturers. John P. Steel, Dept. 8, Bingley, Yorks. on 

Z2ZZ- 

MARKING MACHINES FOR PLASTICS from Perspex to P.V.C. and 
polythene. We manufacture a wide range of moderately priced machines with 
electric heating and automatic roll-leaf feed for marking all types of_ plastics 
with gold, silver and colours. Send us your marking problems. John 
Marshall, Ltd., 36 Powell Street, London, E.C.1. Phone, Clerkenwell seh tens 

HYDRAULIC. Fraser Mono-radial pumps, new and second-hand, in stock. 
Thompson and Son (Millwall), Ltd., Cuba Street, London, E.14. East yp 

2Zz- 

FULL STEAM IN FIVE MINUTES with B. and A. electrode boilers, used 
by British industries for 20 years. No_ boilerhouse, no flue, no attendant 
needed. The most compact and convenient steam raisers available, can go 
beside machines using the steam. Write for Leaflet 118. Bastian and Allen, 
Ltd., Ferndale Terrace, Harrow, Middlesx. 181-2984 





PLASTICS MACHINERY. 
Hydraulic Presses of all sizes, Injection Machines, Extruders, Mixing Mills, 
Hydraulic Pumps and Accumulators. 
Send your inquiries to the specialists. 
REED BROTHERS (ENGINEERING), LTD., 
REPLANT WORKS, 
CUBA STREET, MILLWALL. E.14. 
Phone, East 4081 (five lines). 22zz-335 





1,500-kW SELF-CONTAINED TYPE geared pass out Metropolitan Vickers 
turbo alternator set. new 1930, 175 lb. working pressure, 600 degrees F. tem- 
perature, pass out 30 Ib. pressure, reduction gear 6,000/1,500 r.p.m., alternator 
wound for 3.300 volts, 3 phase. 50 cycles, % 500 r.p.m., complete with surface 
condensing plant, and all auxiliaries, as new. 

Burrill, 109 Pencisely Road, Llandaff, Cardiff. Phone, Llandaff on seen 

THREE-OZ. 1T.M.A, S.H.3 MARK II INJECTION - MOULDING 
MACHINE for sale, little used, in excellent condition. Can be seen by 
appointment. Box P8123, care of ‘* Plastics.’ 181-x9581 

TWO STAINLESS STEEL MOULDS Galosion) for fairy lights, Father 
Christmas and Chinese lantern 27%-in, high, samples sent, suit 1-0z. or 2-072. 

machine, £160. 24a Hart St., Southport. 181-x643 

NEARLY NEW PRECISION PLASTICS CALENDER, rolls 24 ins. by 
13 ins., water-cooled bearings, designed ~4 fine quality high-speed output of 
D.V.c., ‘etc., 44-kW _ commutator motor dri 

Reed Brothers (Engineering), Ltd., Replant Works, Cuba Street, Millwall, 
E.14. Phone, East 4081 (5 lines). 182-3124 





Machinery Tools and Plant (contd.) 

2 aoenged MACEERY. 

ton upstroke press ram, 18-in. diameter by 15-1n. stroke, 
table 2 ft. 6 ins, by 14 ins., daylight 14\4 ins., WP. 1 yoy in. cela 
BS = Hvdraulic a oe ge Co., » ram +3 diameter by 
» Stroke, fully gui table, working area 3 

daylight 1642 ins., W.P. 5.000 Ib. sq. in. vii vidual 

140-ton upstroke by Tangye, ram 14-in. diameter by approximately 21-in. 
stroke, fully guided table 2 i by 1 ft. 6 ins., adjustable daylight 16 ins.-29 ins., 
table is returned by two 2-in. diameter pushback rams, W.P. 1 ton sq. in. 

00-ton downstroke by Bradley and Turton, ram 12- -in. diameter by 9-in. 
stroke, fully guided table 1 ft. 914 ins. by 1 "ft. 834 ins., returned by single 
pullback ram 3!4-in. diameter, daylight 20 ins., mechanical ejector mechanism 
complete with hydraulic ram, W.P. 1 ton sq. in. 

75-ton upstroke by Bradley and Turton, ram 10-in. diameter by 12-in. 
stroke, moving table fully guided having a working area 1814 ins. by 17 ins., 
daylight adjustable from 18% ins.-2712 ins.. W.P. 1 ton sq. in. 

75-ton downstroke by Bradley and Turton, ou 10-in. diameter by 
9-in. stroke, moving table has working area 18 ins. by 17  ins., 
returned by means of single pushback ram 3-in, diameter, daylight 20 ins.. 
complete with pre-filling tank, W.P. 1 ton sq. in. 

65-ton downstroke by Rice and Co., ram 9-in. diameter by 12-in, stroke, 
fully guided table 21 ins. by 13 ins., returned by means ss 4%4-in. diameter 
~ tram, daylight cddanable from 2 ft. 6 ins.-1 ft. ins., W.P. 1 ton 
sq. 

50-ton upstroke by Finney, ram 12-in. diameter by 18-in. stroke, full 
guided table fitted with electric platens 14 ins. by 13% ins. thermostatically 
controlled, daylight a from 14 ins.-21 ins., . % ton sq. in. 

25-ton ypstroke by T. H. and J. Daniels, Ltd., ram 6-in. diameter by 12-in. 
stroke, fully guided table 13 ins. by 10 ins. returned by two 1-in. diameter 
pushbacks, daylight 29 ins., W.P. 1 ton sq. in. 

25-ton upstroke by Bradley and Turton, ram 6-in. diameter by 12-1n. 
stroke, fully guided moving table returned by means of two 1-in. diameter 
pushback rams, fitted with steam-heated platens each size 12 ins. by 12 ins. 
w ~~. — T eemen adjustable from 5 ins.-11 ins., interlocking guards, 

ton sq. 
‘en-gramme Sunde injection moulding machines by Francis Shaw, fitted 
with die-locking bolsters, electric heating bands and thermostatic controls, 

Six-in. by 8-in. Masson rotary cutter, six stationary knives with screw 
adjustments and three rotating knives, driven by 3 h -p. motor, 400-3-50. 

Masson grinding and defibring mill for use with rubber, plastics, leather or 
textiles, water-cooled grinding discs, driven by 40 h.p. motor, 400-3-50. 

Clicking machine by Keats aand Bexon, having a table size 20 ins. by 
16% ins. and a head size 14 ins. by 9 ims., daylight adjustable from 4 ins.- 
84 ins., arranged for belt drive, foot- operated clutch. 

Swivel head clicking press, head measures 19 ins, by 11 ins., hardwood 
cutting block mounted in cast-iron frame, size 3 ft. by 1 ft. 6 ins., driven 
by 2 h.p. motor, 400-440-3-50. 

Manesty rotary tabletting machine, type RD3, fitted with 16 top and bottom 
punches, capable of —" F tablets up to 1-in. diameter, maximum filling 
depth 13/16 in., driven by 2 h.p. motor, 400-3-50. 

Modern 18-punch rotary, tabletting machine by Wilkinson, type IT, capable 
of making tablets up to %-in. diameter, maximum filling depth 1 in., driven 
by_3 h.p. motor, 400-3-50. 

eo or automatic pelletting machine by Bradley and Turton, model 
P2, capable of making tablets up to 1%4-in. diameter 12-in. thick, pressure 
——. 30 tons, can be supplied ——_ for belt or motor drive. 

George Cohen Sons and Co., ‘ood Lane, London, W.12. Phone, 
Shepherd's Bush 2070; and shenaiagiey, near Leeds. Phone, Pudsey ai _ 

SIX 12-19-ton DOWN-STROKE PRESSES by Daniels, each with 1% h.p. 
Towler electraulic pump, suitable for production work or would sell pe 
for experimental or laboratory work. Price £175 each, cost £600. Addis. 
Ltd., Hertford. 181-35 

A. AND K. HAND TOGGLE PLASTIC MOULDING PRESS for sale, 
steel plate frame, elect. heated too’s, max. stroke 554 ins. centre to back 

8% ins., die space, ram down 914 ins., hand ejector, weight 9 cwt. Photo, etc. 
F, . Edwards, Ltd., 359 Euston Road, N.W.1. 181-23 

VICKERS SPEARING WATER TUBE BOILER for sale a 1g to Babcock 
and Wilcox C.T.M.). Evap. 60,000 Ib.-hr. -at 365 Ib.-sq. W.P. with 
superheater giving 650 degrees F. final steam temperature. Stec! cased with 
Economiser, fittings and chimney. Specially examined by insurance company. 
Available immediate delivery. 

George Cohen, Sons and Co., Ltd., Wood Lane, London, W.1 Phone, 
Shepherds rire 2070, and Stanningley, ‘nr. Leeds. phone Pudsey Mar 181-22 

IDDON 1%-IN. PLASTIC EXTRUDING M ACHINE for sale, with electric- 
ally heated cylinder. Motor ss for 400-440/3/50. Machine has three-speed 
gears. Weight about 13 cwt. F. J. Edwards, Ltd., 359 Euston Road, Logee, 


N.W.1. 
TWO HUPFIELD one-ounce injection machines, first-class condition. Can 
pew aT working. Injection Moulders, Ltd., Westmoreland Road, i. 
75/260 TON DOWNSTROKE by Daniels. 26-in., by 26-in. platen area, 
electrically heated, 26-in, daylight, also 48, cavity transfer mould: suitable for 
bottle stoppers, etc. All in excellent condition. Box P812, care of “ Plastics." 





CHANDUS ROTARY DRYER AND PREHEATER for sale, Model No. ym 
100 Ib. per hour capacity, complete with electrics, absoiutely new condition. 
- be inspected at Walthamstow factory. Inquiries to Box P8119, on ¢ 
** Plastics.’ = 

N.B.C. INJECTION AND COMPRESSION MOULDERS, Stannaway Drive, 
Crumlin South, Dublin, anxious to get in touch with moulders who have 
the following dies for hire: 8-in. doll die suitable for use on Reed-Prentice 
machine, lampshade mou'ds suitable for use on Bradley and Turton ete 
press. 82-312 
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NOTICES 


CORONATION. Any kind of powaiers. highiy qualified sculptor a 
his service. Box P8120, care of ‘* Plastic 


PRODUCTION CAPACITY AVAILABLE AND WANTED 


INJECTION MOULDING IN POLYSTYRENE AND ACETATE, ETC. 
Capacity available on modern mass-production plant up to 8 oz. Can use your 
moulds or produce moulds in our first-class toolroom. We have extensive 
and long experience in production of industrial, fancy goods and_ toys. 
Plasticast Developments, Ltd., Princes Street, Peterborough. 183-2679 

INJECTION ag ~~ by 1.0.G. Industries, Ltd., 41 Marshgate Lane, 
Stratford, E.15. ntti; 2804. 184-2728 

MOULDING CAPACITY available up to 3 oz. injection and 50_ tons 
compression. ‘smal electrical medical equipment mouldings our speciality. 
Solsway Plastic Laboratories, Ltd., Lancaster Road, High Wycombe. Phone, 
High Wycombe 2136. -286 
é bi jULT eNnese PRODUCTS, High Street South, ae, = 
or * Perspex 

BELEY MICA PLASTI 1c CO. for injection moulding. Tools if required. 
Phone, Leytonstone 2639, or call 252-6 L.M.S. Railway Approach, High Road, 
Leytonstone, E.11. 22Zz-328 

KINGSTON PLASTICS, LTD., Unity Works, Union Street, Kingston-on- 
Thames. Manufacturers of virgin and second-grade cellulose acetate moulding 
powders, matched to customer’s own requirements for colour and flow. 
Customer’s own waste also reprocessed to specified requirements. Sorting and 
grinding, incorporating magnetic separation of metallic particles, = % 
thermoplastics undertaken. Phone, Kingston 8405. 

REPET in Ebonite, Erinoid, etc. Capstan lathe work. Mansell 
Temple Street, Rugby 85-2767 

INJECTION MOULDING CAPACITY available up to 3 oz. Fat wa 
penne a speciality. Guardian Plastics, 56 Bermondsey Street, Loam, 
E14. = 





PLASTICS (MANCHESTER), LTD., 
BRITAIN’S LEADING STOCKISTS AND DISTRIBUTORS 
SPECIALISTS IN 
FABRICATION, INJECTION MOULDING AND ENGRAVING. 
11 WHITWORTH STREET, 
MANCHESTER, 1. 
Central 7081-2 and Central 1000. 222-0316 





SHORT RUNS A SPECIALITY; LONG RUNS A PLEASURE. Low mould 
costs and overheads. Injection capacity and technical knowledge at your 
service.  cnamel Plastics, 367 High Street North, London, E.12. Grange- 
wood 3777 187-2858 

INJECTION MOULDING CAPACITIES up to 5 0z. Compression moulding 
capacities also available. Box P794, care of ‘* Plastics 181-24 

TO MANUFACTURERS AND OTHERS, cn us your inquiries for 
mass production of clockwork mechanisms and sheet metal components com- 
plete, including tooling and assembly. Centre lathe and capstan work. Small 
orders appreciated. Large orders even more so. Phone, Advance a 
Stamford Metallics, Ltd., 4 Peary Place, Roman Road, London, E.2. 181-3 

N COLOURIN city for long runs on plastics small wares avail- 
able. Box P81, care of “ Plastics.” 181-19 

INJECTION MOULDINGS IN THERMOPLASTICS. Mouldings in styrene, 
acrylics and acetate. Design and toolroom facilities available for mould_con- 
struction, as | ae invited. J. and E. Courtney, Ltd., 138 Stratford reef. 
Bemoen, . 183-2928 

REP ETITION MACHINING. Casein, Catalin, brass, etc. Starr, Le, , Mile 

CUTTING AND SLITTING SERVICE. We nuiee in 
cutting films from rolls to all shapes and sizes. Cellulose acetate, Cellophane, 
Pliofilm, P.V.C. Alkathene cut accurately at reasonable rates. Morol, Ltd., 
21 Woodthorpe Road, Ashford, Middlesex 222-336 

DINES PRODUCTS, Stanley Road, Grays, Essex, for injection moulding. 


RAW a AVAILABLE AND WANTED 


SCRAP. Offer to:— 
Michael S. an Keswick Works, Putney, S.W.15. Vandyke 508. on 
PERSPEX! PERSPEX!! PERSPEX!!! Official stockists for I.C.I. acrylic 
=. =. cut to your requirements. Fabrication and mounting specialists 

to the trade 

wi C. Errington (Hanwell), Ltd., 132a Uxbridge Road, Hanwell, London, 
Phone, Ealing 5288. zzz-314 
WeERSPEX SHEETS/SCRAP, fay and coloured, large stock, wide assort- 
ment at competitive prices. Apply Box P7534, care of ** Plastics 186-2813 
THERMOPLASTICS WANTED! Perspex, cellulose acetate, P.V.C., poly- 
thene, polystyrene, etc., in sheets, off-cuts and waste, also all types of 
moulding powder. Send details Box P7533, care of ** Plastics.” 186-2812 
OODEVE, LTD., offer immediate deliveries of ebonite, casein, 


A. 
laminated Bakelite in rods, sheets and tubes. Also cellulose acetate tubing, 


clear and coloured. A. E. Goodeve, Ltd., 188a Seven Sisters Road, 
Archway 3654. ae 
VARIETY OF INJECTION MOULDS for, sale, good condition. 
household goods. Box P767, care of ** Plastics. 181-285 
WANTED, Polythene scrap. Write to Box. P7416, care of * " ae 
zzz- 
POLYSTYRENE SHEETS AND ROD. Sheets 28 ins, by 20 ins. and 22 ins. 
by 18 ins. Rod, various t in 6-ft. lengths. Miltoid, Ltd., 34-36 Royal 
College Street, Camden Town, N.W.1. Phone, Euston 6467. 181-2993 
DELAFILA, THE INERT FILLER. Used in the manufacture of plastics 
and insulating and sealing compounds. Prompt supplies in a wide range of 
fineness grades. The Old Delabole Slate Co., Ltd., Delabole, Cornwall. 


agen Sg 8 age ge oT wanted, nozzle lumps, 
Offers to Box P8116, care of ‘* Plast 

ADVERTISERS are willing to guechess small or large tonnages of offcuts and 
scrap, provided these are urea-formaldehyde or casein unadulterated with 
other types of plastic, and not mixed with metal parts such as eyelets 
or screws or other foreign matter. White, brown or black parts are 
preferred, although brightly coloured parts are not a disadvantage 
Provided they are in the minority. If terms suitable, regular 
and continuous business is envisaged. Apply to C. Vernon and Sons 
(Liverpool), Ltd., Advertising Agents, 74 Rodney Street, Liverpool, 1. 181-29 
P.V.C. POLYMERS. Grade suitable for sheeting, insulation, pastemaking 
and rigid manufactures. Prices from 1s. 9d. per Ib. delivered. Inquiries to 
C. Tennant Sons and Co., Ltd., 4 Copthall Avenue, E.C.2. ee 
POLYSTYRENE, black, approximately 3 tons for disposal. Box P8111, 
care ie Pe: cs.” 181-17 

ACETATE MOULDING POWDER. One ton re-processed royal blue and 


half ge fF. green metallic at 2s. per Ib. for sale. Box P8110, care of 


‘* Plastics.”” f 181-16 
POLYTHENE in original bags, natural and coloured, some tons for 
disposal. Please write Box 1p care of ‘“* Plastics 181-15 
CELLULOID SHEETS. — 10/1,000 in. pastel shades, 130/1,000 in. white 
surplus for sale. Box P818, care of ‘* Plastics.’ 181-14 
DIAKON, Clear, As in original containers, 5 tons Grade LA for — 
Box P817. care of ‘‘ Plastics. 181-13 
ACETATE and pe nl scrap, clean ground material, celluloid and 
acetate sheeting, polythene continuously for sale. Inquiries invited. Herbert 
Connor. 120 Beaufort Park, Falloden Way, London, N.W.1. 181-12 
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Raw Material Available and Wanted (contd.) 
PERSPEX AND POLYSTYRENE scrap in large quantities wanted. Best 
prices paid. We arrange for collection, Box P816, care of “* Plastics.” 181-11 


CELLULOSE ACETATE SHEETING, white, 10/, 20/ and_30/1,000 in. 
“eet Offers with particulars and samples invited. Box P815, - - 
" ee. . 

P.V.C. TRANSPARENT SCRAP in quantities required. Box P814, ge | 

* Plastics.” 

P.V.C. GARMENT AND HANDBAG offcuts memee, en collect and pay 
cash. Brockwell Plastics, Ltd., 50 Hollingbourne Road, .24, at 

TWO TONS REPR IROCESSED BLACK ACET. ATE. "Qs. Ib. 
virgin Erinoid baby pink acetate, 3s. Ib. All in sealed bags. Box *psiiy, 
care of “ Plastics.”’ 222-338 

CELLULOID SCRAP ground, mixed colours & large, quantities ee! 
available at 11d. per lb. Box P8127, care of ‘* Plastics 

WANTED, surplus or redundant merchandise, clearance stocks of any 
description or discontinued lines. Cash immediately—no delay. Our repre- 
sentative will be pleased to call, or alternatively, please send samples with 
Particulars, quantity and price. ‘Lawrence Edwards and Co.. 6-7 Wellington 
oe Ledbury Road, London, W.11. Phone, Bayswater 4020. 182-3122 

ERLANOS, LTD., 93 Aldersgate Street, E.C.1 (Monarch 4686), require 
Perspex and cellulose off-cuts and scrap, clear and coloured, —— Menon 

Pv. C. COMPOUND. Excellent reprocessed and cleaned P.V.C. flexible 
compound available in quantities at keen prices. Suitable extrusion hose 
age wet general ree.. °. export only. Samples and prices on request. 
Box P ae care of ‘ 182-3120 

ACETA’ TE BLACK SHEETING, 1% and 2 ° approximately 7 cwt. for 
disposal. Best offer taken. Box P8018, care of ** Plastics.” 181-37 

ACETATE SCRAP purest flame proofed optical quality for disposal in 
large quantities of flesh, crystal and brown. ong I ar Guaranteed for 

For  sawenes contact, J. W. Nash and Co., , 27 Beethoven oe 
0. 181-36 
CUEX, LTD., can offer all at prices well below current list:— 
Polystyrene. 
Cellulose Acetate. 
vo 


Polyvinyl Butyral. 
Perspex and Diakon. 
Send now for details. 
Cuex. Ltd., 270 scempeention Street, Birmingham. Central 5474. 181-34 
ACETATE SHEETING, clear and white, polystyrene, clear and coloured, 
virgin and scrap, natural polythene and P.V.C., Perspex scrap and sheeting 
in large quantities wanted. Please = to Herbert Connor, 120 —_ 
Park, Falloden Way, London, N.W.1 - 
POLYSTYRENE, clear and aus. virgin and ground material ‘any 
surplus lots wanted. Please offer to Box P813, care of ‘“‘ Plastics.” - 
TWO TONS CLEAN reground nylon moulding powder for sale. me. 
to Box een. care of “ Plastics 181-4 
ONE-TON TORTOISESHELL LUSTRAC CELLULOSE wae, aa 
powder for sale. Offers to Box P8122, care of “‘ Plastics,” 81-x09581 


SITUATIONS VACANT 


The engagement of persons answering advertisements in respect of 
vacant situations must be made through a local office of the Ministry 
of Labour, or a scheduled employment agency if the applicant is a 
man between the ages of 18 and 64 inclusive or a woman between the 
ages of 18 and 59 inclusive, unless he or she, or the employment, is 
excepted from the provisions of Notification of Vacancies Order, 1952. 
PLASTICS. Complete, inexpensive tuition at low inclusive fees. For free 
details write to The Principal, The Rapid Results College of Engineering 
Technology, Dept. E.152, Tuition rt London, S.W.19 (or call at 235 
Grand Buildings, Trafalgar Square. W.C.2). Whitehall 8877. zzz-300 
EXTRUSION SHOP FOREMAN wanted for wire and cable production. 
Only absolutely qualified man acceptable with sufficient technical knowledge, 
experience and drive to fully guarantee smooth production flow. State age, 
qualifications, jobs held, salary. Box P7521, care of * Plastics.” zzz-329 
Ww D, experienced mould designer for injection moulding, preferably 
specialized a nylon. Small but expanding business, offers good oppor- 
=— for, ab le and industrious man. Company in North Britain. Box P8114, 
of ‘* Plastics 1814 
“POLYETHYLEN. Canadian manufacturer is interested in forming a poly- 
¢ethylen department and requires an experienced manager, capable to form 
and control — department. Please forward fullest details of past experience, 
connections, etc.. to Box P8118, care of ** Plastics.” 182-3119 
BRITISH RESIN PRODUCTS, LTD., have a vacancy for a chemist or 
technician, age 25-35 years, preferably with many years’ experience of mould- 
ing shop practice, thermosetting and thermoplastic materials, and capable of 
initiating and supervising comprehensive investigations of moulding problems. 
Salary will depend on experience and qualifications. Apply: Staff Manager, The 
Distillers Co., Ltd., 21, St. James’s Square, S.W.1. 181-31 
TRAVELLER WANTED for P.V.C. sheeting in the Greater London area, 
to contact manufacturers and makers-up. Please apply The Manager, Plastic 
Materials, Ltd., Mayfair 0708. 181-25 
PRODUCTION EXECUTIVE with qualification in engineering, preferably 
honours degree. Salary commensurate with qualifications amd_ experience. 
Apply: Personnel Manager, Herts Pharmaceuticals, Ltd., Welwyn Garden City, 
lerts. 181-21 
DIRECTOR—=sales promotion. Chemical Group requires the services of 
energetic personality to organize export and home sales. Please write very 
fully. Box P8li13, care of ‘* Plastics 
MANAGER with good business capacity and technical Knowledge required 
by pulverizing firm, London. Box P8126, care of ‘“* Plastics.” 181-x823 


SITUATIONS WANTED 


SCULPTOR available for portrait, cameo or ornamental modelling, 
coronation designs. F.K. Studio, 23 Wellington Road, Hatch End, roti 
1-x 
ASSISTANT CHEMIST , 28) seeks progressive post, preferably in North. 
H.N.C. Chem. Six years’ experience development, production control and 
supervision in thermoplastics. Box P8125, care of ‘“* Plastics.” 181-x247 
INJECTION MOULDING FOREMAN, age 32, desires situation, good 
knowledge machines. moulds, materials, technology course taken, any area 
considered. Box P8124, care of ‘ Plastics.” 181-x612 


TIME RECORDERS 


FACTORY TIME RECORDERS. Service rental. Phone. Hop 2239. Time 
Recorder Supply and Maintenance Co., Ltd., 157-159 Borough High 
Street, S.E.1. 185-02768 





TRANSFERS 


PLAXON AND HARRISON supply self-adhesive decorative transfers for 
plastics. List and samples. Falcon Works, Jersey. 189-2926 


MISCELLANEOUS 


EXTEND YOUR TRADE. 

Use a trade mark. Consult 

Trade Mark Protection Society, 

12 ore qucet. Liverpool. 2986 

STAFF TIME CHECKING AND JOB COSTING TIME RECORDERS. all 
makes for quick cash sale. Exceptional condition. Write Box 882, Smith’s, 
100 Fleet Street, E.C.4. 181-30 

















PLASTRIP HOUSE, OAKLEIGH ROAD NORTH, LONDON, N.20 
Tufflex, Norfinch, London 


Telephone : Hillside 5041 & lines). 


ables : 


Telegrams : 
Tufflex, London 


EXTRUSIONS 
are our business ... 
Not just a department 


AS the leading specialists in this field our technical 
staff welcome enquiries for all types of extruded 
plastics. Wecan promise you also keen personal 
service and a completely satisfactory product. 
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